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SUMMARY
Advanced composite cylinders, manufactured by filament winding, provide a cost-
effective solution to many present structural applications; however, the compressive
performance of filament-wound cylinders is lower than comparable shells fabricated from
unidirectional tape. The objective of this study was to determine the cause of this reduction
in thin filament-wound cylinders by relating the manufacturing procedures to the quality of
the cylinder and to its compressive performance. The experiments on cylinder buckling
were complimented by eigenvalue buckling analysis using a detailed geometric model in a
finite element analysis. The applicability of classical buckling analyses was also
investigated as a design tool.
The manufacturing phase of this research was divided into two parts. First, various
winding and curing procedures were examined to determine which combination resulted in
cylinders with the best microstructural quality and most uniform surfaces. The best
technique involved winding the prepreg tow at an elevated temperature and then curing the
cylinder with the use of high-temperature shrink tape. The second part of the
manufacturing investigation involved fabricating cylinders for compression testing. Due to
the complexity of the heated-winding apparatus, these cylinders were wound at room
temperature and cured with shrink tape. Seven different experiments were designed to
determine the effects of crossover-band spacing, scale, winding sequence, mandrel
material, symmetry of the laminated-shell regions, through-the-thickness crossover-band
location, and winding temperature. Compression specimens were machined from these
cylinders with a nominal length-to-radius ratio of 3 and radius-to-thickness ratios of 160,
86, 60, and 18.
To account for the sensitivity of the buckling load to initial imperfections in the
material and geometry, each specimen was examined to quantify the imperfection level.
Thickness distributions were measured at many points on the surface of each specimen and
the average and standard deviation of the distributions were determined. The thickness
imperfections observed in this study were caused by twisting and misalignments of the tow
during winding. Geometric imperfections were measured after the end fixtures were
attached to the specimens prior to compression testing. Most imperfections of this type are
caused by thermal residual stresses and mechanical stresses induced during the attachment
of the loading fixtures.
Specimens were loaded to failure while monitoring the end-shortening
displacement, local strains, local transverse displacement, and acoustic emission. Single-
layer specimens with radius-to-thickness ratios of 160 and 60 buckled in the characteristic
diamond-shaped mode and exhibited a stable postbuckling response. Some damage was
induced in the specimens by the prebuckling and buckling process. Little additional
damage was induced in these specimens when they were buckled multiple times. Multi-
layer cylinders with radius-to-thickness ratios of 60 fractured immediately after buckling
with no postbuckling strength. Specimens with radius-to-thickness ratios of 18 failed in
compression. Material imperfections, which arise due to the presence of fiber undulations
in the helical and circumferential-crossover bands, reduce the buckling load most when the
shape of the winding pattern and the buckling mode are similar. Improvements in
performance were observed when cylinders were wound with symmetric laminated-shell
regions and crossover-bands staggered through the thickness.
A quantification of the sensitivity of buckling performance to fiber undulations
inherent in the filament-wound cylinders was attempted by performing experiments and
developing models to predict the stiffness of fiber-undulation regions. The experiments
consisted of testing coupons, containing fiber undulations and ply defects, in compression.
The undulations were analytically modeled using two approaches namely modified classical
lamination theory (MCLT) and the finite element method (FEM). In the MCLT, the
stiffness of the fiber tow was transformed through an angle representing the undulation at a
point and the classical lamination theory was applied pointwise along the fiber undulation.
The finite element analysis addressed through-the-thickness effects in a fiber undulation
region.
The stiffness of the undulation regions obtained using the analytical model was
used in a finite element analysis of an entire filament wound cylinder. The fiber undulation
regions were also included in the global model. The effect of using progressively
complicated levels of material distribution on the accuracy of the buckling prediction was
studied. Also, the importance of incorporating thermal deformation in determining the
buckling response was investigated. The buckling load predicted by FEM was within 5
percent of the experimentally observed value.
Fliigge's and Donnelrs thin-shell theories were used to compute the critical
buckling loads and modes of laminated, geometrically-perfect cylinders loaded in axial
compression with clamped ends. When the results of this analysis were compared to the
experiments, load reductions between 10 and 60 percent were observed due to the presence
of material and geometric imperfections and non-membrane prebuckling effects. The Tsai-
Wu failure criterion was able to correctly identify the failure mode of filament-wound
cylinders and can be used to estimate the amount of damage induced during buckling.
1.0 INTRODUCTION
A current trend in high performance structures is to replace traditional unreinforced
metals with advanced composite materials. The high specific stiffness and strength,
excellent fatigue resistance, and mechanical integrity within many hostile environments
often offsets the additional raw material and manufacturing costs of these materials thus
making them viable alternatives. With the rapid rise in the use of advanced composites, has
been a need to validate and improve the theoretical and analytical models for these
materials. Anisotropic plate and shell theories have been developed and verified to a limited
extent for unidirectional fiber laminates; however, composites manufactured with complex
fiber geometries have not been studied extensively. Knowledge of higher-order behavior,
such as non-linear dynamic response, large strain behavior, and buckling, is particularly
limited for these materials.
The compressive buckling of structures fabricated from isotropic homogeneous
materials has been studied extensively, as indicated by Singer [1]. Excellent models exist to
predict the response of shells including prebuckling deformations, buckling loads, buckling
modes, and postbuckling deformations provided sufficient documentation of the boundary
conditions, material properties, and initial geometry of the shell are known. Additional
complexities, such as stiffeners, cutouts, scale, and non-linear material behavior have also
been examined and as such, the behavior of isotropic shells is generally assumed to be well
understood.
Early investigations of the stability of advanced composite shells benefited greatly
from the knowledge of isotropic shell behavior. Many of the complexities associated with
buckling analyses and experimentation of isotropic shells have been investigated for
cylinders laminated from unidirectional reinforcements according to Tennyson [2]. These
include large displacement theories, plasticity, experimental determination of boundary
conditions, and imperfections in the initial shape of the cylinder. Several important issues
have also been identified that are unique to anisotropic shells such as, the importance of
shear deformation in relatively thin shells, prebuckling deformations caused by material
coupling, and the increased likelihood of material inhomogeneities.
Composite cylinders manufactured from unidirectional tape have been studied
extensively by Tennyson and Muggeridge [3] and Booton and Tennyson [4] who have
carefully documented the initial geometric imperfections of their compression specimens.
Non-membrane type prebuckling displacements and statistical representations of the
measured initial geometric imperfections are included in their analysis which resulted in a
15 percent improvement in the prediction of the compressive buckling load compared to
analyses without these effects. Throughout these studies, the material is assumed to be free
of imperfections such as voids, thickness variations, and curved fibers. Material
imperfections are introduced experimentally by Abu-Farsakh and Lusher [5] who studied
the response of cylinders fabricated from woven fabrics. The curved fibers resulting from
the weaving process were not included in their analysis or discussion of the compressive
behavior.
One of the most common techniques used to manufacture axisymmetric composite
shells is filament winding. Filament winding is a readily automatable method which is
commonly used to fabricate tubes, cylinders, pressure bottles, and rocket motor cases.
Although this technique is attractive because of its cost effectiveness, shells which are
filament wound contain complex fiber geometries in regions where the material is
interwoven during winding. Card [6], Tasi, Feldman, and Stang [7], and Boresi,
Langhaar, and Miller [8] use filament-wound cylinders to investigate the accuracy of
several anisotropic shell theories with limited success. The discrepancies between the
4experimentally and theoretically determined buckling loads are attributed to initial
imperfections; however, little investigation is reported to verify this claim.
The effect of material imperfections on the effective stiffness properties, which arise
due to the interweaving of layers during filament winding, is reported by Brito [9].
Specimens with different amounts of interweaving were loaded in tension, by internal
pressurization, and in torsion to determine the effective elastic constants. Results from
these tests indicate an improvement in the longitudinal, transverse, and shear stiffnesses,
and burst strength as the amount of interweaving increases. An increase in the fiber
volume content with the amount of interweaving is also reported and could account for
these improverncnts in performance.
One of the most difficult analytical problems encountered with composite materials
is predicting failure response. Imperfections such as voids and delaminations, which
initiate failure, complicate geometrical modeling. Fiber undulations, which arc inherent in
filament-wound structures, provide additional complications in attempts to characterize the
structural behavior. Therefore, one of the important aspects of the present study was the
characterization of the structural response of fiber undulations under compressive loads.
The structural response of a fiber undulation was characterized by both
experimentally and analytically. In the experiments, specimens with simulated large-scale
undulations as well as those with filament-wound undulations were studied. Three
modeling techniques were used to gain more insight into the experimental results. The fhst
was the classical lamination plate theory, based on the laminate lay-ups. The second was a
modified classical lamination theory, based on the localized geometry of the undulation
region. The third method was finite element modeling, based on the particular specimen
geometry.
Micromechanical models of the regions containing interwoven fibers were
examined by Hipp and Jensen [10], Jensen and Pai [11], and Jensen and Pickenheim [12].
Hipp and Jensen [10] and Jensen and Piekenheim [12] used three-dimensional finite
elements to predict the elastic material properties of these regions. Hipp and Jensen [10]
also used a modification of classical lamination theory developed for woven fabrics to
estimate the effective extensional, coupling, and bending stiffness matrices for these
regions. Jensen and Pai [11] reduced the three-dimensional constitutive relationships to
two dimensions to predict the effective in-plane material response. The effective elastic
material properties were used as material imperfections in finite-element stability analyses
of filament-wound cylinders. Both I-Iipp and Jensen [10] and Jensen and Pai [11] reported
reduced buckling loads due to the presence of these imperfections.
The objective of this study was to determine the relationships between
manufacturing procedures, quality, and performance of thin filament-wound cylinders
subjected to axial compressive buckling to establish guidelines for aiding the development
of design criteria for thin filament-wound cylinders. The approach taken was to
systematically vary the winding and curing parameters to investigate how they can be
altered to improve the quality and compressive performance. To determine the
effectiveness of the winding and curing techniques, each manufactured cylinder was
examined to determine the quality of the cured structure. Cylinder quality was examined at
the microscopic level to determine the presence of voids and fiber misalignments, and at the
macroscopic level to determine the level of initial shape and thickness imperfections. The
structural response was then evaluated by loading each specimen to failure. During testing,
the applied load, end-shortening displacement, local strains and displacements, and
acoustic emission were monitored. Finally, the compressive strength, buckling load, and
mode shape were computed using linear buckling analyses and classical lamination theory,
neglecting the influence of material imperfections, to investigate the applicability of these
analytical techniques.
The buckling response was also investigated using the finite element method. The
effects of material discontinuity, stiffness coupling in the fiber undulation regions, and the
effect of thermal deformation on the buckling of the cylinders were studied.
The remainder of this document contains a detailed description of the work
performed. Chapter 2 contains a discussion of how filament-wound cylinders are
manufactured and the important winding parameters. The influence of curved fibers and
other artificial defects on the compressive performance of flat laminates is described in
Chapter 3. A detailed discussion of the winding and curing procedures which were used to
fabricate cylinders for this study are presented in Chapter 4. The qualitative and
quantitative quality assessment of each cylinder is discussed in Chapter 5. Chapter 6
contains a description of the equipment and testing procedures to measure the compressive
performance and a discussion of the experimental results; especially, how the compression
results relate to the quality and manufacturing procedures. Classical predictions of the
compressive buckling behavior and strength are discussed in Chapter 7. Computation of
the buckling load, using the finite-element method, is discussed in Chapter 8. Finally,
Chapters 9 and 10 contain the conclusions and recommendations for future work,
respectively.
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OF FILAMENT WINDING
The most economical way to incorporate composite materials into large structures is
to use automated production techniques. Filament winding is one such technique. Large
quantities of raw materials can be quickly and accurately wound onto a mandrel with the
use of a computer-controlled filament-winding system. The major components of a
filament-winding system include the tensioner, f'llament winder, and mandrel, as shown
schematically in Figure 2.1. The tensioner and sensor stand are used to apply a uniform
tension to the material during winding. The mandrel acts as the take-up mechanism; while
the carriage and payout eye on the filament winder move in unison to wind the fibers in the
desired orientation. A computer is often used to create and store complex winding patterns
and to control the motions of the f'flarnent winder.
carriage
mira
om • oe
• . o • * - • supply spool
oe o•
payout eye
mandrel
tensioner sensor stand
Figure 2.1: Typical equipment layout used to produce filament-wound composite shells.
The mandrel dictates the internal geometry of the structure acting as a form, much
like a mold in casting procedures. The external shape of the structure is determined by the
materials wound on the mandrel and additional materials such as cores for sandwich
structures. Mandrels can be made from many different materials such as metal, plastic,
composite, wood, foam, and elastomeric compounds. The major requirements of the
mandrel material are stiffness, thermal stability, and the ability to create a smooth surface.
A stiff material is required since fiber tension and the weight of the mandrel induce stresses
which may cause unwanted deformations. A thermally stable material is required if a high
processing temperature is used or if the matrix exhibits a large exotherm during cure since
the mandrel typically remains in place during all phases of manufacture. A smooth, non-
porous surface is needed to prevent physical bonding between the composite and mandrel.
In addition to the material requirements, the mandrel must also be convex. Concave
winding is not generally possible since the tensioned fibers will simply bridge the section
rather than conforming to the desired shape.
82.1 Common Filament-Winding Materials
Almost any advanced composite material system can be filament wound. The most
common of these materials include either continuous strands of glass, graphite, silicon
carbide, or polymer fibers and either thermosetting or thermoplastic polymer matrices.
Boron and some ceramic fibers are not used extensively due to their large minimum bend
radii. Metal and ceramic matrix composites are also not typically f'dancnt wound due to the
difficulty of mixing the fibers and matrices and the extreme processing conditions.
The two most common methods of filament winding with thermosetting polymer
matrices are wet and dry winding. Wet filament winding refers to the process where dry
fibers are impregnated during winding between the tensioner and the filament winder. The
resin and hardener are first mixed and placed in a temperature controlled impregnator. As
the fibers pass through the impregnator, they are coated with resin either by traveling over a
drum coated with resin or by being immersed in the resin and then passed through a
metering die. Although wet winding is often messy, it is usually the most economical
method since the fibers and matrix are combined on-line. Dry f'dament winding uses fibers
which have been mixed with resin prior to winding. Fibers which have been impregnated
with resin and then partially cured to a "B-stage" are called prepregged tows if only one
yarn of fibers is used. Prepregged tapes, two or more tows placed side by side, are often
used to wind large parts. This technique is cleaner than wet winding since no liquid resins
are used; however, it is more expensive since a separate manufacturing step is required and
the prepregged materials must be stored at low temperatures. After winding, the structure
is generally cured in a separate step to complete the consolidation and cure processes.
Thermoplastic matrix materials are also filament wound with similar techniques.
Solutions of polymer and a suitable solvent can be used to impregnate dry strands of fibers
while winding. This technique is not often used since hazardous solvents and/or complex
solvent recovery systems must be used. Prepregged tows and tapes with thermoplastic
matrices are the most common material form which are filament wound. One thermoplastic
material form which does not have a thermoset counterpart is commingled yarns. The
polymer is fast spun into small diameter fibers and then mixed with the reinforcing fibers.
The commingled bundle of fibers is then wound as if it was a prepreg tape.
2.2 Development of the Filament-Winding Pattern
Three winding paths are commonly used in filament winding. A hoop-winding
pattern is obtained by winding on a very shallow helix where each tow is placed adjacent to
the previously wound tow. Consequently, the mandrel is covered with one layer of
material during one stroke; a stroke is the motion of the filament winder from one end of
the mandrel to the other. The fiber angle within a hoop layer depends on the diameter of
the mandrel and the width of the material being wound, ie. the bandwidth, according to the
following relationship,
_x = cos -1 /7,, (2.1)
2gR
where, c_ represents the hoop-winding angle, the radius of the mandrel is represented by R,
and b,, represents the bandwidth of the material being wound. A longitudinal pattern
results from winding fiber tows parallel to the longitudinal axis of the mandrel. Figure 2.2
contains plan-view schematics of these winding patterns on cylindrical mandrels.
The helical-winding pattern develops when the tow is wound at a moderate angle to
the longitudinal axis. When winding a helical layer, the tow begins at the left hand end of
the mandrel and is wound at a constant angle to the right end of the mandrel, as shown in
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Figure 2.2: Common filament-winding patterns; a) hoop, and b) longitudinal.
Figure 2.3 in plan view. During the first stroke, the entire tow is wound against the
mandrel or the layer immediately below the current layer. After reaching the right end, the
transverse motion of the payout eye is halted while the mandrel continues to rotate. The
angle of rotation is called the dwell angle. This rotation is necessary to allow the tow to
change direction. Next, the tow is wound toward the left end of the mandrel (the second
stroke) at the same angle and rotates through the dwell angle again, as shown in Figure
2.4. Since the first stroke has placed some material on the mandrel, the second stroke will
cross over the first stroke in several locations. The combination of two dwell rotations, a
left-to-right stroke, and a right-to-left stroke, is called a circuit.
Figure 2.3: The first stroke of a helical-winding pattern.
Figure 2.4: The first and second strokes of a helical-winding pattern with fiber
crossovers circled.
At the end of the In'st circuit, the tow is typically not in the neighborhood of the
starting position of the first stroke. Consequently, when the second circuit is wound, it
will not be placed next to the first circuit. The filament winder will continue to wind
circuits until the spacing between all tows is uniform; this collection of circuits is called a
10
pattern. After winding one pattern, the tow will be adjacent to the starting position of the
fhst stroke. The filament winder will then place the fh'st stroke of the second pattern next
to the fh'st stroke of the fast pattern, as shown in Figure 2.5. Patterns will continue to be
wound until the surface of the mandrel is uniformly covered.
Figure 2.5: Appearance of the mandrel at the beginning of the second pattern. In this case,
the winding pattern consists of 2 circuits per pattern.
During the second stroke, and on each subsequent stroke except the last one, the
tow will alternately be wound against the mandrel and on top of previously wound
material. As the tow either crosses from the mandrel to wound material or vice versa, the
fibers must bend to accommodate the change in thickness. These transition regions are
shown schematically in Figure 2.6 where the tows change color. Since any helically-
wound layer contains these regions, they are classified as intrinsic material imperfections.
Intrinsic imperfections are def'med as those anomalies which cannot be removed from the
structure or material by changing the winding and/or curing procedures. As suggested by
research with fabric and wavy layer composites, the presence of these undulations may
affect the structural response of the shell, since these regions have different effective
material properties than the surrounding material and act as pre-microbuckled regions.
Layers wound with circumferential and longitudinal-winding patterns do not contain
intrinsic material imperfections.
Undulations in filament-wound materials have a different geometry than those
produced in woven and braided materials. In these textile forms, the fibers which bend
out-of-plane start on one side of the layer, traverse to the other side and back in a very short
distance, as shown in Figure 2.7a. In filament-wound materials, the fibers within the
undulation traverse from one side to the other and then stay on that side for an appreciable
distance, as shown in Figure 2.7b. This distance varies from one bandwidth to many times
the bandwidth depending on the position of the tow within the winding pattern.
In helically-wound layers, fiber undulations are grouped into two regions. One
region forms a band of undulations along a helical path around the cylinder parallel to the
winding angle. This region is called the helical-crossover band and the undulations are
aligned next to one another, as shown in Figure 2.6. The other band of undulations is
oriented in the circumferential direction and is called the circumferential-crossover band.
Undulations in this band zig-zag as they progress around the cylinder. The combination of
the helical and circumferential-crossover bands form the diamond-shaped repeating pattern
characteristic of filament-wound materials, where the circumferential-crossover bands
divide the pattern into equal triangular regions, and the helical-crossover bands form the
edges of the region. The regions between the crossover bands consist of unidirectional
fibers which are laminated in a +/_/-/_ orientation in half of the triangles and a -/_/+/_
orientation in the other half. Since the crossover bands contain a material which behaves
differently than the surrounding laminated-shell regions, their location may be important to
the mechanical response of the structure.
Three winding parameters are generally considered to be inflexible when specifying
most winding patterns: the diameter of the mandrel (or the layer to be wound), the length
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Figure 2.6: Complete helically-wound layer showing the regions which contain fiber
undulations.
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Figure 2.7: Fiber undulation geometry in a) woven and braided materials and b) filament-
wound materials.
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of the cylinder,and the winding angle. Two other winding parameters must also bc
specifiedbefore the winding patterncan be considered unique: the bandwidth and the
dwell angle. The finalchoice of the winding parameters must satisfythe constraintof
uniform coverage. The remainder of thissectioncontainsadiscussionof how thewinding
parameters arcchosen fora circularcylinder.More complex geometries would necessitate
a more.generalsetof equations.
To determine the number of circuitsneeded tocover themandrel twice (once at+/_
and once at-_, thebandwidth must firstbe determined. Windin.g with a bandwidth which
istoo largewillyield gaps in the layercoverage and may trapan',producing voids in the
cured material. Conversely, too much overlap will produce a thicker part with a
nonuniform thicknessdue totheoverlappingmaterial.The amount of mandrel coverage in
the circumferentialdirectionwhich each tow makes duringwinding, sy,isshown inFigure
2.8. This distance can be relatedto the winding angle,_, and the bandwidth, b,,,as
follows,
bw (2.2)
sy- cos/ 
The ratio of mandrel circumference to the distance sy is equivalent to the number of circuits
per coverage, N c, and can be written as follows,
Nc - 2_.Rcos_ (2.3)
bw
By definition, N c must be an integer, consequently, the expression above must be solved
iteratively for N c by adjusting the bandwidth. The logical starting point for this iteration is
to use the actual width of the material being wound since the curing conditions will tend to
fill in minor gaps and smooth the thickness. Typically, only small deviations from the
actual width of the tow are needed to satisfy Equation 2.3.
0
Z
r
Figure 2.8: Mandrel coverage produced by each tow.
The start and stop positions of the carriage on the filament winder arc specified by
the size of the mandrel The distance the mandrel rotates during one stroke, Saroke, shown
in Figure 2.9, can be computed with the following equation,
Saro_ =/._ tan,fl (2.4)
where, L w is the length of the mandrel being wound. Since Ss,ro _ is actually a distance
around the circumference of the mandrel, the angle of rotation during one stroke, Ostro_., is
given by the following expression in degrees,
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ostro = 180L tan# (2.5)
One circuit is composed of two strokes and two dwells; thus, the total angle of rotation for
one circuit, Ocir, is related to the other winding parameters as follows:
Ocir = 2[.180_R-tan fl + Oa_eu ] (2.6)
where, Oa_eu represents the dwell angle in degrees.
stroke
Figure 2.9: Length of the tow wound during one stroke.
The circumferential distance which the tow moves during the dwell, $dwen, is,
= ROdwell 1-_ (2.7)Sdwell
The circumferential distance between the beginning of two sequential circuits is designated
sf, and the corresponding angle in degrees is 0_ where,
s:=Ro: 8o
This angle can be computed from Ociras follows,
O:Oci,
(2.8)
(2.9)
where lnt(x) means the integer portion of the argument (x). Since the position of the tow
at the beginning and end of winding the layer is the same, the distance between two
sequential circuits, multiplied by the number of circuits per pattern, Np, must be an integer
number of revolutions, as follows,
360
Nt,Of = 360m + _ (2.I0)
Nc
where, m representsan undetermined integer.Typically,N c isknown from Equation 2.3,
so m can be determined from the following expression by substitutingEquations 2.6 and
2.9 intoEquation 2.i0,
=m+-- (2.11)
180 180 JJ N c
At this point an iteration must be performed to solve this equation for Odwet l, Np, and m.
Notice, several solutions can be obtained for different values of these parameters. Bounds
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on the iteration are often determined by the dwell angle. If the dwell angle is too small, the
fibers will slip on the mandrel; if the angle is large, excessive material waste will occur.
The circumferential-crossover band spacing, w, can be related to the radius,
winding angle, and the number of circuits per pattern, as follows,
r,R
w - (2.12)
Np rant
Using w, the number of diamonds around the cylinder and other specific details about the
winding pattern can be determined with simple trigonometric relations.
The bandwidth, number of circuits per coverage, dwell angle, and rotation per
stroke computed by other methods may differ from the present discussion. These
differences can be attributed to the need for the filament-winding machine to accelerate and
decelerate at the end of each stroke which was not accounted for in the present analysis. If
the acceleration is instantaneous, the analyses will yield the same winding parameters.
One method which can be used to evaluate different winding patterns is based on
the crossover-band spacing. Another technique is to compare the amount of waste. To
wind a cylinder of length L w, the length of tow used to wind the cylindrical section, WL_ ,
is,
= 2NcLw (2.13)
wL,,, cos/ 
and,
2Nc wt'w (2.14)
=cos-- =
is the length of tow per unit length of the mandrel. If the dwell is assumed to occur on the
cylindrical surface of the mandrel, the length of material wound during one dwell rotation,
WLd, can be estimated as follows,
raY,OdweU (2.15)
w/._ = 180
Since there are two dwells during each circuit, the material wound during all dwell
rotations, wdweU, is computed as follows,
WdwelI = 2WLdN c - ff'RNcOdwell (2.16)
90
Typically the material wound during the dwell rotation is not used as part of the final
structure since fibers in this region are not oriented in the desired direction. If a length L l is
trimmed from the left end of the cylinder, and L r from the fight end, the amount of waste
can be written as,
wt°tat =2Nc{_+ff _ ffROdwett}180 (2.17)
Finally, using the areal weight of the tow, the mass of the wasted material can be
determined.
2.3 Curing Techniques
Many techniques can be used to consolidate and/or cure the composite material into
the final structure. The choice of which technique is most applicable depends on the type
of matrix material, the desired quality of the finished material and structure, and cost. A
discussion of the most common curing techniques is logically divided by which type of
matrix is being considered: thermoset or thermoplastic.
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Structures which use a room or low temperature thermosetting resin are typically
cured by slowly rotating them on the filament winder or within an oven. The rotation
prevents non-uniform resin flow around the structure which could cause sag marks, runs,
and thickness changes. The cured material is typically resin rich and can contain a large
void content since the only source of compaction pressure, which causes resin flow and
void-size reduction, arises from the winding tension.
Further improvements in the quality of the structure can be achieved if external
pressure is applied during cure. An external pressure will help to consolidate the laminate,
remove voids by squeezing them to the surface, and reduce the size of trapped voids.
External pressure will also increase the radial pressures which cause resin flow and may
increase the likelihood of layer wrinkling. If the pressure is applied by the use of high-
temperature shrink tape, the likelihood of layer waviness can be increased by allowing the
resin to flow from the composite through gaps in the shrink tape, as shown in Figure 2.10.
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Figure 2.10: Through-the-thickness view of the materials used for the shrink-tape curing
technique.
External pressure can also be applied with standard vacuum bagging materials. If a
vacuum pump is used in conjunction with a layer of breather and a vacuum bag,
approximately 100 kPa can be applied to the laminate. Although the use of vacuum is very
helpful in removing voids from the wound material, it decreases the pressure within the
void which causes an increase in diameter. To avoid this problem, an external pressure
should also be used in conjunction with vacuum pressures or the vacuum must be released
prior to solidification of the matrix. Unlike shrink tape, the vacuum bag technique can be
used to apply very high compaction pressures; however, the breather and/or bleeder layers
may wrinkle and these wrinkles will be transferred to the composite, as shown in Figure
2.11. The only way to prevent these wrinkles from developing is to wind the cure
materials tightly over the composite, or to use materials which have a large bending
stiffness (ie. effectively an exterior mold).
_-_ ^ _.v^v^v^_.v^---------:.,,,_ hb_lather _ _
.-- --_ ..... _ --,_ bleeder , ,,'" ,-,, ..... ,_
iii!!!iiii!iiii!iiii:iiiii:iiiiii!:ii: i i ::comppslte :::ii::i:::i:!:!:i:!!:!i!:!:!M:::::
mandrel mandrel
Figure 2.11: Through-the-thickness view of the materials used for the vacuum-bag curing
technique.
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The increase in quality which can be obtained with the use of external pressure
during the curing of filament-wound structures must be balanced against the additional
cost. Shrink tape, release ply, bleeder and breather layers, and vacuum bags all add to the
cost of the manufacturing process as does the additional time required to apply these
materials and remove them after curing. The greatest costs would be associated with the
autoclave required for curing with the vacuum bag/external pressure technique.
Thermoplastic matrix composites can be consolidated in-situ or after winding. Due
to the high temperatures and pressures used to consolidate thermoplastics, an autoclave or
matched metal molds must be used to obtain sufficient quality ff consolidation is performed
after winding. The cost savings associated with in-situ consolidation are quite evident; at
the completion of winding, manufacture of the structure is complete. Many techniques
have been developed to apply the required pressures and temperatures to the material as it is
being wound. Gas flames, lasers, and infrared heaters are typically used to apply heat in
conjunction with heated mandrels and/or compaction rollers. One such technique has been
developed by Fedro [13] for use with commingled yarns. Another novel technique which
shows promise is to use an ultrasonic horn to apply the pressure and induce the mobility of
the polymer chains necessary for consolidation.
As with thermosetting resins, some resin flow is required to develop intimate
contact between the wound layers; however, since the minimum viscosity is larger in the
case of thermoplastics, layer wrinkling is not generally a concern. Void removal does not
easily occur by resin flow in thermoplastic processing, rather, the voids arc either shrunk to
an acceptable siz__ with the use of large external pressures or the trapped air is displaced by
a moving melt front during in-situ processing, as shown in Figure 2.12.
heat
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Figure 2.12: Moving melt front used to displace air and prevent voids during in-situ
consolidation of thermoplastic filament winding.
2.4 Manufacturing Problems
The imperfections which develop due to improper manufacturing procedures are
called extrinsic imperfections since they earl usually be eliminated by changing the
manufacturing parameters. This class of imperfections includes voids, regions of
microbuckled fibers, thickness variations from nonuniform applied pressure, wrinkles in
individual layers, and gaps or excessive overlapping of individual tows during winding. If
the tow is not placed in the proper orientation on the mandrel during winding, gaps or
excessive overlapping of the tows can occur. These imperfections can be caused by using
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an improper bandwidth when computing the winding parameters, slippage of the material
after it has been placed on the mandrel, or improper rotation of the payout eye. Thickness
variations can also develop if the wound tow twists before being placed on the mandrel.
Twists cause nonuniformities in the coverage of an individual layer. Within the twist, the
width of the tow narrows and the thickness increases. When subsequent layers are
wrapped over the twist, air can be trapped within the material which may not be completely
removed during cure; i.e., a void is created. Twists are caused by the angle between
individual contact points along the fiber delivery path. If this angle is sufficient, the tow
will fold because the tension on the tow tries to keep the material in a straight line.
Twisting can be reduced if properly shaped pulleys and rotational payout-eye control are
used.
When external pressures are applied during cure with the use of shrink tape,
inconsistencies in the number of layers of shrink tape or release materials will cause
thickness changes in the cured material. If the shrink tape is not applied uniformly, the
result is a nonuniform application of pressure to the composite material. When the
viscosity of the resin drops during cure, the resin will flow from regions of high pressure
to regions with lower pressure. Usually only small thickness changes are associated with
this type of imperfection.
When a structure is filament wound, the tow is tensioned which induces radial,
longitudinal, and tangential stresses in the material. A compressive radial stress will
squeeze some resin and trapped air out of the underlying layers. The outward resin flow
will also cause the fibers to move inward. The inward mouon of the layer will cause the
circumferential length of the layer to shorten, effectively reducing the tensile circumferential
stress in the layer. If sufficient resin flow is present either during winding or subsequent
curing, the stress in the layer may become compressive, which will cause the fibers to
buckle. The resulting waviness of the buckled layer may also affect the neighboring layers.
A balance between a high tension required to keep the void content low yet prevent layer
wrinkling must be achieved either through the use of processing models or trial and error.
Another manufacturing problem is the development of residual stresses in the
filament-wound structure. Residual stresses can develop by three mechanisms: mechanical
stresses, thermal stresses, and stresses introduced by chemical processes. The fiber
tension used during winding will typically induce a compressive radial stress and a tensile
circumferential stress in the as-wound material. Residual mechanical stresses can be
controlled by the amount of winding tension and resin flow used during manufacture.
Thermal residual stresses are induced in the composite due to the mismatches in the
coefficient of thermal expansion between the fibers and matrix and between the composite
and mandrel. The residual stresses induced by mismatches in fiber and matrix coefficients
of thermal expansion is the same for other composite lamination techniques. Thermal
expansion of the mandrel during cure can induce a radial traction to the inner surface of the
composite which will increase the resin pressure and fiber tension.
The final source of residual stress is chemical changes in the resin during
manufacture. Polymerization, cross-linking, and chemical bond realignment cause
volumetric changes in thermosetting resin composites to varying degrees. These
volumetric changes in the matrix material may not be relaxed by resin flow or viscoelastic
relaxation. Chemical residual stresses in thermoplastic matrix composites can also be
induced by changes in crystallinity of the polymer during manufacture.
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CONTAINING DEFECTS
The compressive performance of a filament-wound cylinder can be degraded by
unavoidable fiber curvatures in the crossover bands. These crossover bands contain fiber
undulations which influence the compressive strength, stiffness, and failure mechanisms in
a filament-wound structure. The primary objective of this part of the study was to
characterize the compressive behavior of ply undulations. Compression tests were
performed to identify failure mechanisms and to measure the compressive strength and
stiffness of test specimens which contained varying amounts of undulations. The
experimental results were complimented by analytical predictions of strength and stiffness.
Three different analytical approaches were used in the analysis, namely, classical
lamination theory, modified classical lamination theory, and the finite element method.
3.1 Experiments
Specimens with defects were designed to investigate the effects of ply and tow
defects on the compressive strength and modulus of flat laminates by Hipp [14]. The ply
defects studied were discontinuous unidirectional layers, layer undulations, and
delaminated layers. The specimens manufactured with undulated fibers helped to identify
the effects of fiber curvature which occur in filament-wound structures. Specimens
containing discontinuous fibers, provided insight into the load transferring mechanisms
which exist near the regions with reduced stiffness. As previously discussed, the fiber
crossovers which occur in helical layers provide additional locations for voids or resin-rich
regions. As a result, there are possibilities for weakened interfaces between a helical and
an adjacent layer. Consequendy, the specimens manufactured with induced delaminations
were designed to investigate this defect type.
In a further study, Jensen and Pickenheim [12], compressive tests were conducted
on flat-panel specimens which were developed to model the mechanics of large-scale fiber
undulation regions in filament-wound composite cylinders. A total of 52 specimens were
tested. Approximately half the specimens were hand laid-up with large scale, simulated
fiber undulations. The undulations were created using unidirectional graphite/epoxy
prepregs. These specimens were studied to better understand the behavior of fiber
undulations under progressive compressive loading. The second set of specimens were
obtained from longitudinally cut and flattened filament-wound cylinders. This set
incorporated specimens with two different types of crossover bands found in filament-
wound cylinders; namely, helical and circumferential crossover bands.
All specimens were cut from panels manufactured using Amoco T650-35/1902
unidirectional graphite/epoxy prepreg tape and Amoco T650-35/1908 prepreg tow material
system. The nominal dimensions were 40.6 mm long by 19.1 mm wide by 3.05 mm thick
for the hand laid-up specimens and 34.3 mm long by 12.7 mm wide by 2.16 mm thick for
the filament-wound specimens. These dimensions precluded the occurrence of Euler's
wide-column buckling. The failure stress was estimated using classical laminated plate
theory in conjunction with Tsai-Wu failure criterion. The nominal material properties, used
in the failure calculations are summarized in Table 3.1.
The specimens which were fabricated with ply drops and ply cuts contained defects
located both symmetrically and non-symmetrically about the laminate midplane. In the
specimens with ply cuts, the plies were cut perpendicular to the loading direction.
Similarly, plies were dropped perpendicular to the loading direction and extreme care was
taken to align both the dropped and cut regions through the thickness. The specimens
containing filament-wound undulations were manufactured as flat laminates by winding
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Table 3.1: Material Properties of Amoco T650-35/1902
Property Modulus Strength
(GPa) (MPa)
LongitudinalTension 146.7 1860.3
LongitudinalCompression 133.7 1653.6
Transverse Tension 9.7 62
Transverse Compression 9.7 137.8
Shear 5.5 82.68
several +45 ° layers on a 15.25 mm diameter mandrel using a McClean-Anderson W70SP
three-axis filament winder. The layers were carefully removed from the mandrel and
flattened. Tow movement and buckling were minimized by the large mandrel diameter and
low winding tension. Once in the flattened form, the layers were used to lay-up the
laminates for the specimens. A nonporous Teflon®-coated release f'flm was used to induce
the delaminations, simulating the weakened interface of the filament-wound specimens.
Laminates were processed using the manufacturer's recommended cure and post-
cure cycles, and a standard vacuum-bagging technique. The cured laminates were
machined to the proper gage length and width on a precision wafering machine with a
diamond-coated saw blade. Extreme care was taken during machining to ensure that all
edges were straight and parallel.
The compression tests were conducted using a NASA short-block compression
fixture. All testing was performed using a Tinius Olsen 270 kN (60 kip) screw-type testing
machine. A hemispherical alignment device was used with the test fixture to ensure that the
upper and lower test platens remained parallel. The specimens with ply defects and those
designed to examine the effects of fiber curvatures were instrumented with Micro-
Measurements EA-06-062ED120 electrical resistance strain gages. The gages were placed
back-to-back at the center of the test section. The dropped-ply specimens however, had
two pairs of gages placed above and below the defect line, respectively.
The specimens which contained delaminated layers were not instrumented with
strain gages. Since the delaminated region occupied a majority of the gage area, an accurate
strain reading could not be obtained by a surface-mounted strain sensor. Alternatively, two
linear variable differential transformers (LVDT) were used to measure the global
displacement of the specimen during the test, as illustrated in Figure 3.1. All of the tests
were performed at a constant crosshead speed of 0.635 mm per minute until failure. The
load data from the testing machine, local strain data, and voltages from the LVDT's were
recorded using an Omega ® 900 data acquisition system controlled by Labtech Notebook
on an IBM compatible PC/AT.
The specimens with induced defects were tested in compression and compared with
control groups to determine the consequences of defects which arise naturally during the
fabrication of filament-wound structures. The compressive response of all specimens
manufactured from unidirectional prepreg was linear to failure. Failure was catastrophic in
all cases with no prior warning, either visually, audibly, or from the strain gages. As
expected, the induced defects resulted in a significant reduction in the ultimate failure
stress. The average failure stresses for the specimen groups with ply defects are within
3.0% of each other, and approximately 40% below the control group. The specimens
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Figure 3.1: Flat laminate compression test fixture.
containing fiber curvatures had a failure stress 32% lower than the ply control group. The
stiffness reduction in the specimens with unsymmetric ply cuts was 8%, while the
symmetric ply cut group had a 16% reduction.
This study also addressed the relationship between the reduction of structural
properties in thick filament-wound structures to the percentage of weak interfaces.
Increasing the thickness of filament-wound structures causes a corresponding increase in
the number of interfaces which include fiber crossovers. All of the specimens exhibited
non-linear behavior. The experimental compressive moduli were nearly identical for the
specimens having similar thicknesses.
The thin delaminated specimen failure stress was reduced by 5%, while the thin
filament-wound specimens had a 41% reduction in failure stress. The increased number of
weakened interfaces in the thick delaminated specimens reduced the failure stress by 20%,
while the thick filament-wound specimens showed a 46% reduction. The additional number
of delaminated layers was more detrimental to the structure than the increased number of
filament-wound layers. The premature failure of the filament-wound specimens resulted in
the lower failure strains. However, the filament-wound specimens exhibited increased
toughness by carrying higher loads after initial damage compared to the other specimens.
The presence of fiber undulations lowers the failure stress of the composite, but not as
severely as ply defects, such as cut or dropped plies.
In the additional set of experiments performed [12], the stiffness of a laminate
reduced from 3% to 51% due to fiber crossovers. Comparing the results for different in-
plane crossover band orientations, it is seen that generally, larger stiffness reduction
occurred for the perpendicular crossover bands, compared to the 45 ° crossover band
orientation. This confLrms that compressive stiffness reduction is greatest in the direction
of the ply undulation.
The hand laid-up specimens with a single undulation had a slightly larger
compressive stiffness reduction ranging from 8% to 23%, compared to the stiffness
reduction ranging from 3% to 19% for the filament-wound specimens with helical
crossovers. It is likely that the symmetry and smaller out-of-plane undulation angles of the
filament-wound plies resulted in a smaller reduction in axial compressive stiffness. The
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largest stiffness reduction occuzr_ for the f'flament-wound specimens with circumferential
crossover bands. These specimens showed a significant decrease in stiffness ranging from
25% to 51%, versus the reduction in stiffness ranging from 3% to 19% for the filament-
wound specimens containing helical crossover bands. Comparison of the two sets of
filament-wound specimens with helical crossovers shows that the lay-up of the outer layers
significantly influence the reduction in stiffness results. In all cases it was conjectured that
failure of the specimens was dominated by interlaminar stresses leading to delaminations in
the undulation region.
3.2 Analytical Models
Two modeling techniques, in addition to classical lamination theory, were used to
gain more insight into the experimental results. The first was a modified classical
lamination theory (MCLT) based on the localized geometry of the undulation region. The
second method was finite element modeling (FEM) based on the unique specimen
geometry. The material properties for Amoco T650-35/1902 summarized in Table 3.1
were used in the analysis.
Cheu and Ishikawa's approach [15] was used to develop a model of fiber
undulations in filament-wound structures. The major differences between Ishikawa and
Chou's model and that proposed by Jensen and Hipp [16] were in the undulation shape and
the nonorthogonality of the cross-over geometry. Based on photomicrographs taken from
the manufactured cylinders, the general shape of fiber undulations was identified as a
sinusoid. The nonorthogonality was accounted for with a transformation of the layer
properties through an in-plane angle before calculating the average stiffness. The unit cell
used in the study is shown in Figure 3.2.
×
Undulating tow
Figure 3.2: Unit cell used to determine stiffness of fiber undulation regions.
In the MCLT, laminated plate theory was assumed to be applicable at discrete
locations along the length of the undulation. The principal stiffness constants, Qij, for the
undulating layer were calculated as a function of the through-the-thickness off-axis angle
due to the fiber undulation. The principal material stiffness, Qij, was then transformed to
the principal coordinate axis through the in-plane angle, whichwas the filament winding
angle. The transformed stiffness constants for the undulating and the non-undulating
layers were used to calculate the expressions for laminate constitutive properties (Aij, Bij,
and Di')j. at a point along the undulation. The average, stiffness, properties. .f0i" the
undulauon of a filament-wound tow were deternuned by numencally integrating the
expressions for Aij, Bij, and Dij applying the mean value theorem. The material properties
were averaged over half the undulation length to prevent the vanishing of bending-
extension coupling due to the antisymmetrical undulation shape.
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Next, a three-dimensional finite element model of the entire fiber crossover was
developed by Hipp [14] to include the through-the-width effect for a non-orthogonal
intersection of filament-wound tows. Midplane strains and curvatures were applied
individually and all thirty-six stiffness coefficients (Aij, Bij, Dij) were directly calculated
using constitutive relations from classical lamination theory.
The analytical model based on modified classical lamination theory (MCLT)
predicted a drop in the All, A12 and A66 and corresponding Dij terms for all winding
angles. A better approximation of the bending-extension coupling Bij (compared to the
Fiber-Crimp model of Chou and Ishikawa [15] was achieved with the half undulation
model using MCLT. The finite element analysis showed similar trends in the case of the
Aij and Dij terms. The data from the MCLT and finite element analyses did not show much
agreement in the case of the bending-extension coupling, Bij. The differences can be
attributed to the percentage of undulations being modeled in each case. The modified CLT
analysis predicted higher coupling stiffness than predicted by classical lamination theory. It
was also observed that winding angles which orient undulations closer to the loading
direction result in greater reduction in both extensional and bending stiffness.
An alternate approach for determining the stiffness properties of fiber crossover in
filament-wound cylinders has been proposed by Jensen and Pai [17]. First, the fiber
undulation was represented as a sinusoid and the undulation angle at a particular location
was determined as the inverse tangent of the slope of the sinusoid at that particular location.
Hence, each point along the undulation was characterized by the in-plane angle (the
filament-winding angle) and out-of-plane angle (undulation angle) as shown in Figure 3.3
h
Figure 3.3:
Unit Cell of Fiber
Undulation
An.gular transformations involved in stiffness calculations of undulation
regions.
Next, the three-dimensional transversely-isotropic stiffness matrix for the
undulating ply was transformed through the two angles to obtain the stiffness contribution
of the undulating ply at a point along the undulation length. Then, the three-dimensional
stiffness matrix was converted to a two-dimensional stiffness matrix using the classical
assumptions of plate theory. The resulting two-dimensional effective stiffness of the
undulating ply, along with the effective stiffness matrix of the nonundulafing ply was used
to calculate the stretching (Aij), coupling (Bij), and bending (Dij) stiffness matrices.
Classical lamination theory was used to detei'mine the stiffness at a point along the
undulation length. The effective property of the undulation regions were obtained by
integrating the expressions for the A, B, and D matrices and applying the mean value
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the.orem. As before, only half the undulation length was considered to preserve all terms of
the extension-bending stiffness matrix.
The stretching-shearing (Ai6) and bending-twisting (Dit) were unaffected by the
out-of-plane undulation angle. The presence of the non-undulating tow was found to have
no influence on the Poisson's coupling (A12, D12) shear (A66) and twisting (D66) terms.
The lo.ngitudinal/transverse stretching (All/A22) and longitudinal/transverse bending
(Dll/D22) showe, d a slight decrease with increasing undulation angles. This approach
predicted the existence of A16, A26, D16, D26, Bll, B12, B66 coupling terms, which
cannot be predicted using classical lamination theory applied to a 5: laminate. However,
due to the averaging of the stiffness over the undulation length involved in the present
approach, the values obtained for stretching-twisting (B16) and bending-shearing (B26)
terms were less than those predicted by the classical lamination theory approach.
Thus, it was observed that the classical lamination theory does not provide accurate
coupling stiffness values for the undulation region. The next step in the analysis was to
incorporate the stiffness values of the undulation region provided by the two analytical
approaches into a global finite element model of the filament-wound cylinder as material
properties.
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4.0 MANUFACTURE OF FILAMENT-WOUND CYLINDERS
Many winding and curing parameters can influence the fiber microstructure,
especially in the neighborhood of fiber crossovers. Controlling fiber placement also
introduces an additional question: what combination of manufacturing parameters is best
for a particular design7 Specifically, the following questions have been identified as critical
to the design of a compressively loaded, filament-wound cylinder:.
How does the crossover pattern -- i.e., the number and location of
circumferential and helical-crossover bands -- affect the compressive
structural response of a single layer, helically-wound cylinder?
• How does the anti-symmetry of the laminated-shell region affect the
compressive structural response?
• How does the relative location of crossover bands within a multiple
layered cylinder affect the compressive structural response?
• Can the results of a subscale experiment be used to predict the response
of larger structures?
• Can the quality and load carrying capability of a filament-wound
cylinder be improved by winding at an elevated temperature?
Can other winding parameters such as mandrel material, winding
sequence, and thickness affect the performance of filament-wound
cylinders?
In an attempt to answer these questions, this research was divided into seven
experimental programs: in-plane crossover-band spacing, mandrel material, cylinder scale,
symmetry of the laminated-shell regions, winding sequence, through-the-thickness
crossover-band location, and heated winding. Before discussing these experiments, the
design of the mandrels, the materials used, and the development of optimal manufacturing
methods will be discussed.
4.1 Materials Selection and Mandrel Design
The composite material chosen for this research program consisted of Thornel ®
T650-35 fibers and Amoco ERL 1908 thermosetting epoxy combined into 12000 filament
prepregged tows. The tows contained approximately 32 percent resin by weight and were
approximately 8.23-mm wide. Although the resin was B-staged, i.e. the polymerization
and crosslinking reactions were advanced to an intermediate stage, the surface tack of this
system was substantial. This improved the ability of the material to conform to complex
contours and to adhere to the mandrel.
Two mandrel designs were used to fabricate specimens during this study. The first
mandrel was designed by Fedro [13] and consisted of a 57-ram diameter, 304-mm long
tube fitted with internal end fixtures, as shown schematically in Figure 4.1. Each end
fixture was attached with four equally spaced and recessed screws. Mandrels of aluminum
and steel were used during the research program. The second mandrel design consisted of
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a 152-mm diameter tube fitted with aluminum endcaps, as shown in Figure 4.2. Each
endcap was drilled with 72 equally spaced holes for pins to hold the tow in place during
winding. One 457-mm long steel mandrel was manufactured for use during the early
stages of the research program and was later replaced by 608-mm long mandrels of
aluminum and steel. The longer mandrels allowed two compression specimens to be
machined from each cured cylinder.
Figure 4.1: Schematic of the 57-mm diameter mandrel and endeaps designed by
Fedro [13].
end cap
,@
Figure 4.2: Schematic of the 152-mm diameter mandrel and endcaps.
4.2 Determination of Optimal Manufacturing Procedures
Several cylinders were wound and cured to investigate the manufacturing
techniques discussed in Chapter 2. The goal of this work was to develop manufacturing
procedures which could be used to consistently produce high quality filament-wound
cylinders. Cylinders, manufactured for this p.hase of the research, were evaluated visually,
both at the microscopic and macroscopic levels. Based on this evaluation, the
manufacturing technique for the compression specimens was chosen. Quantitative quality
measurements,' such as fiber-volume fraction and void content, were made on selected
cylinders and will be discussed in Chapter 5.
4.2.1 General Practices
The first step in manufacturing cylinders by filament winding is to prepare the
mandrel and the pulleys or rollers along the fiber delivery path. The pulleys and rollers
were cleaned with acetone to prevent any dirt or oil on the rollers from transferring to the
prepreg during winding. This contamination could reduce the mechanical behavior of the
material. To prevent chemical bonding between the matrix and the surface of the mandrel,
each mandrel was carefully degreased with acetone and cleaned with methanol. Next, a
light layer of either Airtech Release-All ® 100 or Monocoat ® E-63, non-fluorocarbon based
release agents, was applied with a lint free cloth. The mandrel was placed in an oven at
177°C for approximately 30 minutes to evaporate the solvents in the release agent and to
provide a more durable surface finish. After cooling, the mandrel was coated and baked
again. This process was repeated six times. One air-dried layer of release agent was
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appliedto the mandreljust prior to winding to fill in any scratches due to handling or
removal of the previously cured cylinder.
In addition to the preparation of the mandrel, the software which controls the
motion of the filament winder was programmed before winding. Since most cylinders in
this research program were wound with a unique set of winding parameters, the
programming step was performed for each cylinder. The McClean-Anderson filament
winder (model W70-TAX/CT) is controlled with a computer program called Compositrak ®
[18]. This program is menu driven and very easy to use; consequently, rather than
discussing the programming process, only the critical winding parameters for each cylinder
will be discussed.
To begin winding, the supply spool was placed on the tensioner (American Sham
model HE-1002 A), the tow was threaded along the fiber delivery path, and tied to the
mandrel. The tensioner was then set for the desired tension. A constant fiber tension was
maintained throughout the winding of each cylinder. If the winding was stopped for any
appreciable length of time, the tensioner was turned off so that the tow would not damage
the supply spool. During the prepregging operation the tow was wound on cardboard
supply spools with very little tension in the fibers. Consequently, any appreciable
diametrical force would cause the tows to stick together and split when they were
unwound. After securing the tow to the mandrel, the filament winder was started and
winding commenced. Oftentimes it was necessary to press the tow against the mandrel
during the dwell rotation to keep it from slipping toward the center of the mandrel. Usually
this was only necessary for the first pattern if the first layer was helically wound and was
not needed if the first layer was hoop wound.
Tow twisting was occasionally observed during winding at three separate locations
along the fiber delivery path. As the tow unwound from the supply spool it often rolled
toward the middle of the spool due to the tension on the tow and the angle between the end
of the spool and the sensor stand. This problem was compounded by poor alignment of
the fiber delivery path and/or insufficient distance between the tensioner and the sensor
stand. The second location of fiber twisting was on the sensor stand pulleys. These
pulleys were originally designed for winding dry fibers and have a "U"-shaped cross
section, as shown in Figure 4.3. During winding, the adhesive nature of the resin, coupled
with the slight angle which was incurred by the width of the supply spool, caused the tow
to climb up the sides of the pulley until it rolled over. The pulley on the carriage was of
similar cross-sectional shape, constituting the third location of fiber twisting.
h.4..
h-q
section A-A
Figure 4.3: Original sensor-stand pulleys for winding dry fiber tows.
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New pulleys were designed and manufactured for the sensor stand and the carriage
positions. The new sensor-stand design consisted of a long cylindrical shaped pulley with
small raised ends to restrain the tow, as shown in Figure 4.4a. This design allowed the
tow to move horizontally along the pulley as it unwound from the supply spool and moved
laterally with the carriage. The new carriage pulley, shown in Figure 4.4b, was parabolic
in shape which allowed the tow to climb the sides of the pulley as the angle of winding
changed. When the parabola was sufficiently shallow, the tow slid toward the bottom of
the pulley without damage. These pulleys significantly reduced the amount of tow
twisting.
A
a)
Figure 4.4:
N
section A-A
b)
Re-designed sensor stand a), and carriage pulleys b), for winding prepregged
tows.
The majority of experiments completed during this study were performed at room
temperature; however, several cylinders were wound at an elevated temperature to increase
the amount of resin flow during winding. Elevated temperature winding was accomplished
by employing an infrared heater (Research Inc. model 4184) attached to the payout eye of
the filament winder, as shown in Figure 4.5. The amount of heat was adjusted so that
visible resin flow occurred as the tow was wound. Since the tow cooled as it passed
around the mandrel and as the carriage progressed down the mandrel, the output of the
heater was also adjusted according to the winding angle and winding speed. In addition to
improving the consolidation of each layer, the flowing resin displaced air and filled in
depressions around gaps, tow twists, and fiber crossovers. The heat was carefully
regulated since too much heat can cause the epoxy to cure prematurely or thermally
degrade.
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heater mandrel
thermoc_uple
payout eye
Figure 4.5: Infrared heater setup used for elevated-temperature winding.
After the layers were wound, the tow was cut near the mandrel and rewound on the
supply spool. Next, the wound layers were trimmed by cutting them with a razor blade
approximately 50 mm from each end. This allowed the material wound over the endcaps to
be removed and allowed the cure materials to be attached to the mandrel. The cure
materials were then wound over the composite. Typically, this was performed in the
filament winder with the endcaps attached since the winder was used to rotate the cylinder
as the materials were applied; however, the endcaps were removed prior to cure. The
specific procedures for applying the cure materials will be discussed in the following
sections.
4,2,2 Autoclave Curing Technique
The most common technique for producing high quality flat laminates is to use a
vacuum bagging scheme in conjunction with an autoclave. Rather than relying solely on
fiber tension for consolidation and resin flow in filament-wound structures, the autoclave
curing technique employs externally applied pressures to improve the quality of the
composite. To investigate this technique, Cylinder 072490 was wound on the 152-mm
diameter, 457-mm long steel mandrel with a [90/-302/90] winding sequence. Each
cylinder can be identified by a 6 digit number which corresponds to the date of
manufacture: two digits for the month, day, and year, respectively. When more than one
curing technique was used or multiple compression specimens were machined from the
same cylinder, additional letters were used to identify each specimen. The same winding
parameters were used for the internal and external 4-30 ° layers, and are listed in Table 4.1.
The thicknesses listed in the table are the average of ten measurements made with a ball-end
micrometer at locations chosen randomly around the circumference of each cylinder. Pins,
pressed into each endcap, were used during winding to help hold the tow in place. Since
the length of the fiber delivery system was quite short and the tow was forced around the
pins, a large amount of tow twisting was observed during winding.
Prior to curing, the composite material was trimmed around the pins and the
cylinder was loosely wrapped with one layer of porous Teflon®--coated glass fabric. One
layer of bleeder material was applied to absorb resin, air, and volatiles during cure, as
shown in Figure 2.11. To limit the amount of resin flow, one layer of nonporous release
film, perforated with approximately 1 pin hole per 4 square inches, was used to cover the
bleeder cloth. The layers outside of the nonporous film consisted of breather cloth and
vacuum bagging film, respectively. The entire assembly was suspended inside the
autoclave and a thermocouple was taped to the inner surface of the mandrel to control the
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autoclave during cure. A Baron model BAC-7 autoclave was used to cure the cylinder with
586 kPa external and full vacuum pressure according to the manufacturer's recommended
cure cycle.
During the vacuum check, several longitudinal wrinkles were observed in the outer
bag and breather material. These wrinkles were caused by the change in diameter of the
cure materials as the vacuum was applied. The external pressure increased the amount of
compaction of the bleeder and breather materials, further increasing the severity of the
wrinkles. Resin flow during cure from the interior of the composite into the bleeder, also
caused the fibers to move toward the mandrel surface with a corresponding loss of fiber
tension. The resulting outer surface of the composite cylinder contains many small
wrinkles which are parallel to the longitudinal axis and are distributed uniformly about the
circumference of the cylinder. After trimming the ends of the cured cylinder, it was evident
that these wrinkles contained fibers. Helical dents could also be observed in portions of the
cylinder. These regions were caused by tow twisting which was observed in the +30 °
layers. Although the vacuum bagging materials and pressures applied to the composite
during cure caused wrinkles to develop in the outer surface, no appreciable voids were
observed within the cured material.
Several sections of Cylinder 072490 were machined parallel to the circular cross
section, potted in a mixture of epoxy resin and hardener (Shell EPO n® 815 and Versamid ®
140 respectively), polished, and examined under a microscope to determine the distribution
of fibers and voids within the material. Figure 4.6 contains a photomicrograph of a
representative portion of the cylinder in the neighborhood of a wrinkle. Corresponding to
the thickness change is a visible change in the fiber-volume fraction. Resin rich regions are
particularly apparent between the inner 90 ° and the first +_30° layer. Several small voids can
be seen in this resin rich region; however, these voids are very small and do not
appreciably contribute to the changes in the total laminate thickness.
Figure 4.6:
b---i 100 I.tm
Circumferential cross-sectional view of Cylinder 072490.
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Cylinder 073090 was manufactured using a similar autoclave curing technique to
determine the role of resin flow in the development of wrinkles in f'flament-wound shells.
The 57-ram diameter cylindrical steel mandrel was wound with a [901.+.302/90] winding
sequence while maintaining 8.9 N of tension. Several twists occuned during winding; yet,
the number of twists was significantly less than those within Cylinder 072490. Following
winding, the composite was covered with a nonporous release cloth, one layer of breather
material, and a vacuum bag. The nonporous release material was used to reduce the
amount of resin removed from the composite and, hopefully, to reduce the layer wrinkling.
As vacuum pressure was applied, the vacuum bag and breather materials were smoothed by
hand to help reduce the number of wrinkles.
After curing the cylinder with vacuum and external pressures, the cylinder was
removed from the vacuum bag and trimmed. Although the number of wrinkles was
reduced with this manufacturing technique, several large wrinkles were observed in the
longitudinal direction. Examination of the cut section revealed few voids, as shown in
Figure 4.7, yet wrinkles were apparent in the fibers as well as the resin coating on the outer
surface. The thickness of this cylinder is significantly larger than the Cylinder 072490,
1.65 mm versus 1.40 mm respectively, due to the lack of resin flow out of the composite.
25O
Figure 4.7: Circumferential eross-sectional view of Cylinder 073090.
Autoclave curing of Cylinders 072490 and 073090 demonstrated that this technique
is attractive since the void content of the composite material is very small. However,
wrinkles which developed in these cylinders will probably adversely affect the structural
performance of the composite shell. Since the wrinkles are large and contain fibers, this
curing technique was not used to manufacture specimens for compression testing.
4.2.3 Oven Curing Without Pressure
Typically, a wet wound part is cured by slowly rotating the mandrel and cylinder in
a convection oven. To form a basis of comparison, Cylinder 090190 was wound on the
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57-mmdiametersteel mandrel with a [90/-2302/90] winding sequence and the winding
parameters listed in Table 4.1. Since the void content and degree of consolidation are
primarily dependent on the winding tension with this curing technique, a tension of 22 N
was used. After winding, the ends of the composite were trimmed and a narrow strip of
material was removed from the center of the remaining material so that two curing
techniques could be compared irrespective of differences in the winding procedure. One-
half of the composite cylinder (Specimen 090190HS) was loosely wrapped with porous
release cloth prior to curing. Since no external pressure was applied during cure, the
possibility of outer layer wrinkling was minimized; however, the cured cylinder is quite
thick compared to previous manufacturing attempts and contains many large voids, as
shown in Figure 4.8. Specimen numbers with the suffix HS were used to identify the
portion of a cylinder cured without external compaction pressure.
b-----q 250 lain
Figure 4.8: Circumferential cross-sectional view of Specimen 090190HS.
Cylinder 092390 was manufactured with a slightly different winding and curing
procedure to reduce the void content observed with Specimen 090190HS. The 57-mm
diameter aluminum mandrel was heated to approximately 80°C with the infrared heater
setup shown in Figure 4.5. A [90/-2:302/90] winding sequence was used with the winding
parameters listed in Table 4.1 and 5.8 N of tension. A lower tension was used due to
problems with the calibration of the tensioner. Very few twists in the fiber tow were
observed during winding and overall placement of the prepreg tow was excellent.
After winding, the composite material was trimmed and divided as with Cylinder
090190 and one section (Specimen 092390HS) was covered with 25-mm wide strips of
porous release cloth under slight tension. A convection oven was used to cure the cylinder
as described previously. The exterior of the cured cylinder has a mottled surface because
the resin did not evenly wet the release cloth. A uniform cylinder thickness was obtained,
yet voids are still apparent in the material as evident from the photomicrograph shown in
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Figure 4.9. Compared to Specimen 090190HS, the voids appear to be much smaller and
more uniformly distributed due to the elevated winding temperature.
)==4 100gin
Figure 4.9: Circumferential cross-sectional view of Specimen 092390HS.
Cylinder 092690 was also manufactured on the 57-ram diameter aluminum mandrel
with a [90/+302/90] winding sequence. Winding was performed with 5.8 N of fiber
tension and at 80°C as with Cylinder 092390. The major difference in the manufacturing
technique for this cylinder is the manner in which the cure materials were applied. The
cylinder was wrapped tightly with porous release cloth strips approximately 25-ram wide to
provide some compaction of the underlying composite material. A high-temperature
adhesive tape was wrapped over the release cloth to increase the resin and compaction
pressures. This technique produced a cylinder with a very uniform thickness and low void
content, as shown in Figure 4.10.
Due to the quality of Cylinder 092690, Cylinder 100490 was wound at room
temperature on the 152-mm diameter, 407-ram long steel mandrel and cured with the same
divided-cylinder technique to determine if the manufacturing procedures could be scaled.
Prior to winding, the pins in the endcaps were removed to reduce the twisting observed in
Cylinder 072490. The computer controller on the f'dament winder was programmed so that
the tow passed over the endcaps during the helical winding to hold the tow in the desired
position. Accurate tow placement and few twists were observed during winding.
After trimming the composite material, cure materials were applied as with Cylinder
092690 and the wound mandrel was placed in an autoclave for curing. No external or
vacuum pressures were used, rather, the autoclave was used to accurately control the
temperature of the cylinder. Appearance of interior and exterior surfaces of the cured
cylinder is nearly identical to Cylinder 092690. Visual inspection of the cross section
indicated a low void content despite room-temperature winding and the use of a steel
mandrel.
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Figure 4.10:
I.--4 100_m
Circumferential cross-sectional view of Specimen 092690HS.
4.2.3 Oven Curin_ with Shrink Taoe
To attempt to minimize the void content without producing wrinkles, the other half
of Cylinder 090190 was cured with temperature-sensitive shrink tape. The shrink tape
used in this research consisted of a nonporous 0.05-mm thick biaxially-oriented polyamide
film (Airtech International Inc. High Shrink Tape A575). Specimen numbers with the
suffix CC were used to identify the portions cured with shrink tape. The outer surface of
Specimen 090190CC was loosely wrapped with porous release cloth, then wrapped with
approximately two layers of shrink tape, as shown in Figure 2.10. Since narrow strips of
shrink tape were used, some resin was allowed to flow out of the composite and between
the layers of shrink tape.
After the cure cycle was completed and the cure materials were removed, several
small longitudinal indentations were observed in the outer surface. These imperfections
were caused by the lack of tension in the release cloth during cure. As the temperature in
the oven increased, the shrink tape applied a compaction pressure to the composite material,
thus, producing a compressive stress in the release cloth. Wrinkles in the release cloth
developed and were transferred to the composite. Thickness variations were also observed
in the longitudinal direction and were attributed to nonuniformities in the number of shrink
tape layers from point to point. Irrespective of the indentations in the outer surface and the
thickness variations, the quality of Specimen 090190CC is much better than Specimen
090190HS. Since the cylinders were wound under identical conditions, the differences in
quality are attributed to the use of shrink tape during cure. Improvements in the
microstructure are apparent by comparing Figures 4.8 and 4.11.
To prevent wrinkles in the release cloth, three layers of shiink tape were wrapped
directly on the filament-wound composite material during the manufacture of Specimen
092390CC. According to the manufacturer, the tape should release from most epoxies.
After removing the cylinder from the oven, it could not be removed. Thickness uniformity
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Figure 4.11: Circumferential cross-sectional view of Specimen 090190CC.
and void content, as shown in Figure 4.12, appear to be improved compared to Specimens
090190CC and 092390HS. This specimen demonstrates that the improvement in material
quality which accompanies heated winding is much larger than the quality reduction
associated with a decrease in the winding tension.
The other half of Cylinder 092690 was wrapped with shrink tape rather than with
the high temperature adhesive tape as described previously. Comparing the two halves of
the cylinder, Specimen 092690CC has better thickness uniformity and a lower void
content, as shown in Figure 4.13. The quality of Specimen 092690CC is lower than
Specimen 092390CC despite similar winding conditions. No explanation for the observed
reduction in quality could be determined. The quality of Specimen 100490CC was similar
to Specimen 092390CC.
4.3 Manufacture of Cylinders for Compression Testing
The following section contains a discussion of the manufacturing procedures used
to wind and cure cylinders for subsequent compression testing. In most of the
experimental programs, the objective was to remove the effects of the curing procedure
from the cylinder quality and compressive response so that the effects of the winding
parameters could be determined. The heated winding and mandrel material experiments
were used to study the effects of the manufacturing procedures irrespective of the winding
pattern.
4.3.1 In-Plane Crossover-Band Snacine
The location of the circun:derential and helical-crossover bands within a helically
wound layer can be changed without changing the winding angle; consequently, the
amount of material which undulates and its location within the shell can be controlled. The
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Figure 4.12:
100 I_m
C_umfer_nfi_ cross-sectional view of Specimen 092390CC.
Figure 4.13:
b-4 100 _an
Circumferential cross-sectional view of Specimen 092690CC.
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influence of these regions on the compressive performance of thin shells was investigated
by systematically altering the location and number of crossover bands in the plane of the
cylinder. Crossover location was varied by adjusting the number of circuits per pattern and
the dwell angle. Cylinders wound during this experiment consist, of only one _+.30° layer
wound on a 57-ram diameter aluminum mandrel with circumferential crossover-band
spacings of 155, 76, 51, 30, 14, and 6.9 mm. These crossover-band spacings correspond
to having 0, 1, 2, 3, 5, and 11 circumferential-crossover bands within a 84-mm long test
section, respectively. Although Cylinder 011692 was wound without circumferential-
crossover bands, two helical-crossover bands were included. The specific winding
parameters for these cylinders are listed in Table 4.2.
To obtain a uniform level of quality during this experiment, an attempt was made to
maintain the same winding and curing procedures for each specimen. In most cases, the
cylinders were wound with a tension of 22 N and a bandwidth of 4.2 mm then covered
with two layers of porous release cloth and four layers of shrink tape. Cylinders 061991,
062291, and 062491 contained a larger number of twisted tows which formed gaps and
ridges in the cured cylinder. These winding patterns were rewound to form Cylinders
062091, and 062591. Figure 4.14 contains a photomicrograph of Cylinder 062091 which
is typical of the specimens manufactured for this study. Photomicrographs for each
cylinder manufactured during the course of this research program is included in Claus,
Hahn, and Jensen [19].
4,_.2 Mandrel Material
To investigate the effect of mandrel material, two cylinders were wound on 57-mm
diameter, 3.2-ram thick mandrels manufactured from aluminum and steel to produce
Cylinders 062191 and 062391, respectively. Each cylinder was wound with a [+30]
winding sequence, a tension of 22 N, and a circumferential-crossover band spacing of 51
mm and then cured with four layers of shrink tape. Only very slight differences in
thickness were recorded; 4.22 mm versus 4.27 mm for the aluminum and steel,
respectively. Microscopic examination of the material revealed nearly identical quality as
did visual examination of the internal and external surfaces.
4,3,3 Cylinder Scale
When large cylindrical shells are designed, often there is no experimental evidence
to support the predicted behavior of the cylinder with that particular radius, thickness,
length, and lamination sequence. A scaling rule which is based on experimental evidence,
is invaluable for this particular design problem. Due to the anisotropy of composite
materials, scaling laws for isotropic materials may not be valid. The goal of this
experimental program was to investigate the effects of scale on filament-wound cylinders.
The effect of cylinder diameter was investigated with single-layer cylinders wound on 57-
mm and 152-ram diameter mandrels. Thickness effects were investigated by comparing
[90/+302/90], [+30/902/+30], and [0/+602/0] cylinders to [903/+303/+303/903],
[+303/903/903/+303], and [03/+603/+603/03] cylinders wound on a 152-mm diameter
mandrel. Each cylinder was wound at room temperature and cured with the use of
temperature-sensitive shrink tape.
Cylinder 061991 was wound with a [+30] winding sequence on the 57-mm
diameter aluminum mandrel with 31 N of fiber tension and a circumferential-crossover
band spacing of 76 rnm. Selected winding parameters for the Cylinder Scale experimental
program are listed in Table 4.3. During winding, the fiber tow twisted appreciably due to
the length of the fiber delivery system and the humidity within the room. The wound
material was trimmed, covered with two layers of porous release cloth, and two layers of
shrink tape. A convection oven was used to cure the material as described in Section 4.2.
When the cured cylinder was removed from the mandrel, the gaps in the layer formed
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Figure 4.14:
I---I 100_m
Circumferential cross-sectional view of Cylinder 062091. The
microstructure shown here is typical of the cylinders manufactured for the In-
Plane Crossover-Band Spacing experimental program.
where the tow twisted were filled in on the inside surface; however, the twists formed
ridges and valleys in the outer surface despite the large winding tension and the use of
shrink tape.
Cylinder 062091 was manufactured with the same winding parameters as Cylinder
061991 and a winding tension of 22 N. Tow twisting was dramatically reduced by careful
alignment of the fiber delivery path. Four layers of shrink tape were used, two wound left-
to-right and two wound right-to-left, to increase the consolidation pressure during cure and
reduce the number of gaps observed in Cylinder 061991. The improvements in the
winding procedure and increased consolidation pressure resulted in a slightly thinner
cylinder with better visual quality, as seen in Figure 4.14.
Cylinders which are 152-ram in diameter with [+30] winding sequences were
manufactured to examine the effects of diameter on the compressive response. Cylinder
070291 was wound and cured on a 152-mm diameter steel mandrel with 104 mm between
circumferential-crossover bands. A short section of the ±30 layer near one endcap was
also wound with several hoop layers to help separate the cylinder and mandrel after cure.
The cylinder was covered with two layers of porous release cloth and four layers of shrink
tape as with Cylinder 062091. After cure, many techniques were tried to remove the
cylinder from the mandrel without success. When a stripping die was used on the
reinforced region of the cylinder, the thin portion quickly buckled and then fractured. To
remove the rest of the composite material from the mandrel, the cylinder was slit along its
length and the material was pried off. This problem was related to the lack of release agent
on the mandrel during cure and the thickness of the cylinder.
Cylinder 081291 was wound on a 608 mm long aluminum mandrel with similar
winding and curing parameters as Cylinder 070291. To prevent the cylinder from bonding
to the mandrel, the amount of release agent on the mandrel was increased. Due to high
_ 4)
!
]
.i
_J
_J
_<__
v J
('4 r
de
(",4,_
r'..t'.
["4 {',
"4("_
"..r'.
E_E_E_
("4("_1"_
-5
"i
42
Figure 4.15:
100 lam
Circumferential cross-sectional view of Cylinder 122990. The
mierostructure shown here is typical of all six-ply cylinders manufactured for
the Cylinder Scale experimental program.
room temperature and humidity during winding, the prepreg tow twisted excessively,
producing many ridges and gaps in the cured cylinder. The surface quality of this cylinder
is similar to Cylinder 061991. Cylinder 030692 was wound with the same winding and
curing parameters as Cylinder 081291 when room temperature and humidity conditions
were more favorable with a corresponding improvement in quality. The quality of this
cylinder was comparable to Cylinder 062091.
The effects of thickness type scaling on cylinder quality and compressive response
were investigated with cylinders wound with more than one winding angle. A quasi-
isotropic, 7r/3, laminate was chosen for this experimental program based on an analytical
study by Hahn, Jensen, Claus, and Hipp [20] which demonstrated that a [90/+30] s
cylinder had the largest buckling load for a 6-ply laminated cylinder chosen from [90/!-0]s,
[+0/90] s, [0/:£-0] s, and [+0/0] s lamination sequences. Each cylinder in this experimental
program was wound at room temperature and cured with two layers of shrink tape.
A [90/+302/90] winding sequence was used to produce Cylinder 122990. To help
prevent gaps in the layer coverage compared to previous winding trials, the amount of tow
overlap was increased by decreasing the bandwidth to 3.3 mm. Microscopic examination,
shown in Figure 4.15, revealed a good distribution of fibers and a modest void content.
The microstructure of this cylinder was typical of all six-ply specimens produced during
this experimental program.
Ply order was investigated by changing the order of the layers to [+30/902/+30] to
produce Cylinder 010891. This cylinder was wound and cured in a fashion similar to
Cylinder 122990. Although this cylinder was slightly thicker (1.45 mm versus 1.35 mm
for Cylinder 122990), the void content, and internal and external surfaces are comparable.
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The effects of winding mechanics was examin_ bY rotating the quasi-isotropic
winding sequence to produce Cylinder 022591 which'conSisted of a [0/:!:602/0] winding
sequence. Bandwidth and circumferential crossover-band spacing were matched with
Cylinder 122990 so that mechanical results could be compared irrespective of the crossover
pattern. While winding the 0 ° layers, the prepreg tow was wound approximately 180 °
around the end cap to maintain fiber tension. Several tows on the inside 0 ° layer slipped
near the endcap and produced gaps in the cured material. Slippage was prevented in the
outer layer by the adhesive nature of the previously-wound plies.
Each of the previous six-ply cylinders was manufactured again with a thickness
scale factor of 3. Cylinder 010191 was wound with a [903/+306/903] winding sequence
and the same crossover pattern as its thin companion, Cylinder 122990. Although the
winding and curing parameters for this cylinder were the same as those used previously,
the visual quality of the cured material is lower. These procedures resulted in a larger void
content and an increased per-ply thickness, as seen in Figure 4.16.
Figure 4.16:
500 lam
Circumferential cross-sectional view of Cylinder 010191.
Cylinder 030991 was wound on the 152-mm diameter, 457-mm long steel mandrel
with a [-1-303/906/+303] winding sequence. Circumferential-crossover band spacing and
winding procedures were similar to Cylinder 010891. To reduce the void content from that
observed in Cylinder 010191, one layer of breather material was stretched over the two
layers of shrink tape. A vacuum bag was then placed over the breather and fitted with a
vacuum port. During cure, -254 mm of Hg was applied to the vacuum bag to help remove
entrapped air and volatiles. No external pressure, other than the shrink tape, was applied to
the cylinder during cure and the vacuum bag was vented to the atmosphere prior to gelation
to prevent the formation of wrinkles. No wrinkles were observed in the cured material and
subsequent micrographic inspection of this cylinder, revealed a void content similar to
Cylinder 010191.
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Cylinder 053091 was manufactured with a [03/-J:606/03] winding sequence and with
the same winding pattern as the Cylinder 022591. After winding, the cylinder was covered
with two layers of porous release cloth and two layers of shrink tape. In an attempt to
reduce the void content in this cylinder compared to the previously manufactured 18-ply
cylinders, two additional layers of shrink tape were applied. No changes were made to the
curing procedure and the resulting surface finish of this cylinder is similar to the previously
manufactured 18-ply cylinders. By comparing the microstrucmre of the cured cylinders,
the increased number of shrink-tape layers seems to have reduced the size and quantity of
voids.
4,3,4 Symmetry of the Laminated-Shell Re_ions
The go_/l of this experimental program was to study the effect of symmetry in the
laminated-shell regions on the compressive response. Since antisymmetric laminates will
deform out of plane prior to failure due to extension-bending coupling, the critical buckling
loads of cylinders with antisymmetric winding sequences may be different than
symmetrically-wound cylinders. The cylinders wound for this experiment consisted of two
+30 ° layers with the circumferential-crossover bands stacked through the thickness.
Cylinder 012092 was wound with one layer directly on top of the other on the 152-
mm diameter, 608-mm long aluminum mandrel and cured with two layers of porous release
cloth and four layers of temperature-sensitive shrink tape. This produced a [+30/-30/+30/-
30] laminate configuration in one half of the laminated regions and a [-30/+30/-30/+30]
laminate configuration in the other half, i.e. an antisymm¢tric laminate. Since the
laminated-shell regions were the location of interest, a winding pattern with three
circumferential-crossover bands along the length of the compression specimen was chosen.
The winding parameters for this experimental program are shown in Table 4.4.
The same winding parameters were used to manufacture Cylinder 021192;
however, the winding procedure was slightly different. After the fast helical layer was
wound, the mandrel was removed from the winding machine, the left and right ends of the
mandrel were reversed without rotating the mandrel about its longitudinal axis, and the
mandrel was reinstalled in the winding machine to wind the second layer. This procedure
resulted in [-30/+30/+30/-30] and [+30/-30/-30/+30] laminated-shell regions; i.e., a
symmetric laminate. Although Cylinder 012092 contained slightly more tow twists than
Cylinder 021192, the microstructural quality for both cylinders is similar to that shown in
Figure 4.17.
4.3.5 Winding Seauence
The effect of winding sequence was investigated by altering the ply order of a
[90/:k302/90] cylinder to obtain a [.-L30/902/-J:30] winding sequence. This variation was
studied by comparing Cylinders 122990 and 010891. Details of the manufacture of these
cylinders can be found in Section 4.3.3.
4.3.6 Through-the-Thickness Crossover-Bond Loc_ti0n
In filament-wound shells with more than one helically-wound layer, the relative
position of the crossover bands from layer to layer may influence the compressive behavior
of the shell. Alternating the position of the circumferential-crossover bands, or varying
their spacing, may improve the postbuckling strength or delay the initiation of fracture. To
investigate the effect of the through-the-thickness crossover-band location, three cylinders
were manufactured on the 152-mm diameter 608-mm long steel mandrel with
[+30/902/+_30] winding sequences. An antisymmetric configuration was chosen so that
results from the present study can be compared to cylinders manufactured for the Winding
Sequence experirnental program.
Cylinder 012592 was wound with both helical layers containing crossover-band
spacings of 83 mm and the same carriage starting and stopping positions. This procedure
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Figure 4.17: Circumferential cross-sectional view of Cylinder 012092. The
microstructure shown here is typical of the cylinders manufactured for the
Symmetry of the Laminated-Shell Regions experimental program.
resulted in the circumferential and helical-crossover bands stacked through the thickness.
The winding parameters used for the helical layers in this cylinder, shown in Table 4.5,
were the same as Cylinder 012092. All cylinders manufactured for this experimental
program were cured with two layers of porous release cloth and four layers of shrink tape.
Figure 4.18 contains a photomicrograph of Cylinder 012592 which is representative of the
cylinders manufactured for the Through-the-thickness Crossover-Band Location
experimental program.
An alternating configuration of circumferential-crossover bands was used to
manufacture Cylinder 013092. To achieve this configuration, both layers were wound
with the same crossover-band spacing; however, the carriage start and stop positions for
the second layer were shifted to the left by exactly one-half of the circumferential-crossover
band spacing. Unfortunately, the room temperature during winding was quite high and the
prepreg tow twisted many times. The cylinder was covered and cured with the same
procedures as Cylinder 012592; however, the tow twisting caused many ridges and gaps in
the cured cylinder. Cylinder 030592 was wound on a cooler day which reduced the
amount of tow twisting. The winding parameters used for this cylinder were the same as
Cylinder 013092 and the cured surfaces of this cylinder are much smoother than the
previous attempt.
The third winding configuration (Cylinder 030992) consisted of a wide
circumferential crossover-band spacing on the outside of the cylinder and a narrow spacing
on the inside. The narrow crossover-band spacing was exactly half of the wide spacing.
Unfortunately, since the carriage start and stop positions were the same, the crossover
bands did not stack through the thickness as expected. The bands on the outside bisected
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Figure 4.18:
100_m
Circumferential cross-sectional view of Cylinder 012592. The
microstructure shown here is typical of the cylinders manufactured for the
Through-the-Thickness Crossover-Band location experimental program.
the inner layer producing alternating circumferential-crossover bands. A schematic of the
cross section of each cylinder manufactured for this experimental program is shown in
Figure 4.19.
As discussed in the Section 4.3.4, stacking the crossover bands through the
thickness creates an antisymmetric cylinder if the crossover-band spacing is the same for
each layer. When the alternating and wide/narrow configurations were wound, some
regions of the cylinder were symmetrically laminated, as shown in Figure 4.20. These
regions may affect the prebuckling and postbuckling deformations differently than the
antisymmetric regions due to the differences in the extension-bending stiffnesses. The
amount of symmetrically laminated material is 0, 62.5, and 50 percent for the stacked,
alternating, and wide/narrow crossover-band configurations respectively.
4,_,7 Winding Temperature
Due to the microstructural quality obtained when a heater was used to promote resin
flow and compaction during early winding investigations, the effect of heated winding on
the compressive response of filament-wound cylinders was examined. Two cylinders with
[90/+302/90] winding sequences were manufactured to investigate the effects of heated
winding on the compressive response. Cylinder 031092 was wound on the 152-mm
diameter, 608-mm long aluminum mandrel with stacked crossover bands. The heater,
shown in Figure 4.5, was used to elevate the temperature of the tow until resin flow was
observed. This cylinder was cured in the oven without additional materials on the exterior
surface. Since the cylinder was not rotated during cure, the outside surface of the cured
cylinder is quite resin rich with many sag marks in the resin and drips along one side.
Several locations in the excess resin contain bubbles which were either squeezed out of the
cylinder during manufacture or are a result of outgassing of the resin.
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Figure 4.19:
wide/narrow
Crossover band configurations for cylinders manufactured for the Through-
the-Thickness Crossover-Band Location experimental program.
Cylinder 031392 was wound with the same winding procedure as Cylinder
031092, however, this cylinder was covered with porous release cloth and shrink tape.
The shrink tape produced a thinner cylinder with a very uniform wall thickness, as shown
in Figure 4.21. The winding parameters for both heated cylinders are the same as Cylinder
012592 except for the sequence of layers.
4.4 Conclusions
Many combinations of winding and curing parameters have been investigated to
produce filament-wound cylinders with a uniform thickness, minimum void content, and a
high fiber-volume fraction. A summary of these parameters and the resulting qualitative
visual quality is listed in Table 4.6. Heated winding improves the microstructural quality
of small diameter filament-wound cylinders; however initially, large diameter cylinders
appeared to have similar quality when wound at room temperature. Although the use of
standard vacuum-bagging procedures yields composite cylinders with a very low void
content, it is not a practical technique due to the added complexity and increased likelihood
of wrinkling. Curing without external pressure, or pressure due to hand-wound release
cloth alone, is unacceptable due to the large void content and relatively poor fiber-volume
fraction. The preferred production technique is to wind porous release cloth tightly over
the cylinder and cover it with shrink tape to apply an external compaction pressure.
When the shrink-tape technique was used to manufacture the cylinders for
compression testing, the cured quality was quite consistent. Differences in the visual
appearance were typically due to inaccuracies in the winding rather than the cure
procedures. Tow twisting was a recurrent problem which was hampered by high room
temperatures and humidity. Another common defect was caused by misplacement of the
tows during winding either from inaccurate rotation of the payout eye or slippage of the
tow on the mandrel.
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[---]+30/-30/+30/-30 I+30/-30/-30/+30 _-30/+30/-30/+30
Figure 4.20: A map of the cylinder symmetry for the a) alternating, and b) wide/narrow,
crossover-band configurations.
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Figure 4.21:
b---4 100gin
Circumferential cross-sectional view of Cylinder 031392.
The effects of scale on the visual quality of filament-wound cylinders is quite
evident in the multi-layered specimens. The differences in the six-ply, 57-mm and 152-mm
diameter specimens is quite small, indicating little influence of diameter on quality. When
the 18-ply cylinders were manufactured, the cured material contained larger and more
numerous voids than the 6-ply cylinders with the same winding sequence.
Use of an elevated winding temperature can improve the quality of f'flament-wound
cylinders by simultaneously lowering the void content and increasing the fiber-volume
fraction. Although the manufacturing procedures are slightly more complex, the
improvement in quality of the 6-ply cylinders is readily apparent. Similar improvements in
thick cylinders might be obtained by using an elevated winding temperature.
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5.0 MATERIAL AND GEOMETRIC CHARACTERIZATION
The qualityof composite structuresisdifficultto quantify. Depending on the
specificapplication,the qualitymay be governed by the appearance,microstructure,void
content,geometry, stiffness,strength,damage tolerance,or any combination of these
parameters. According toTennyson and Muggeridge [3],when thin-cylindricalshellsarc
subjccteeto axialcompression, the criticalqualityissuewhich affectsthe performance is
the extentof initialgeometric imperfections.In thisresearch,the qualityof the filament-
wound shellswas examinee to determine the relationshipsbetween the compressive
performance and the manufacturing parameters. The qualitywas characterizedat two
levels.First,the microstructureof the composite materialwas examinee qualitativelyby
visualexamination using photomicrographs and quantitativelywith fibervolume fraction
and void content measurements. The second quality level involved the macroscopic
appearance,thicknessdistribution,and geometric similarityto a perfectcylinder.In the
following sections,the equipment, proceeurcs,and resultsof the materialand geometric
characterizationsarediscussed.
5.1 Material Characterization
Defects in filament-wound materials often consist of voids, resin rich regions,
wrinldcs, twisted tows, and fiber crossovers. During the development of the optimal
manufacturing method and manufacture of specimens for compression testing, visual
techniques were used to examine the microsmlcture, and interior and exterior surfaces to
judge the overall quality of the cylinder. The following sections contain additional
procedures, results, and discussion of the visual examination, fiber volume fraction, and
void content of filament-wound cylinders used to develop the optimal manufacturing
techniques and relate the manufacturing procedures to the compressive performance.
5.1.1 Visual Examination
Small sections were machined from each cured cylinder for microscopic
examination of the material quality. Most sections were cut perpendicular to the
longitudinal axis of the cylinder; however, several sections were also machined parallel to
the winding angle in the neighborhood of a crossover band. Each sample was encapsulated
in room-temperature curing epoxy as describee in Section 3.2.2. A postcure was often
pefformee for several hours at 70°C to incrcase the hardness of the potting resin thus
making it easier to grind and polish. The samples were hand ground and polished using
standard metallurgical procedures. Photomicrographs of the 2, 4, 6, and 18-ply specimens
were taken with an inverted microscope with an attachment for Polaroid ® single sheet film.
The distribution of fibers, matrix, and voids can be clearly observed from the
photomicrographs. Although only a small section can be obscrvee at one time,
representative sections can be quickly idcntifiee prior to photographing. When cylinders
are wound at room temperature, air can become trapped when the tow crosses an uneven
surface such as a tow twist or crossover band. Voids within a crossover can be observed
in Figure 5.1.
5.1.2 Fiber-Volume Content
The fiber-volume content of selected cylinders was measuree using the procedure
set forth in ASTM D 3171-90 [21]. This procedure consisted of machining small (6.4 mm
by 6.4 mm) sections from the cylinder and then dissolving the matrix in a solution of
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Figure 5.1: Photomicrograph of Cylinder 062091 cut parallel to the winding direction in
the neighborhood of a fiber-crossover band.
concentrated sulfuric acid and 30 percent hydrogen peroxide. The density of the sample
was measured before digestion and the fiber weight was measured after washing and
drying the fibers to remove any residual acid. Using the manufacturer's fiber density value
of 1.75 g/co, the fiber-volume content can be computed with the following relationship,
Vf = W pc (5.1)
wPr
where, Vf represents the fiber volume fraction, W is the weight of the fiber after digestion,
w represents the weight of the composite, pf represents the density of the fibers, and Pc
represents the density of the composite. The results from these tests are listed in Table 5.1.
Several visual observations which were made in the manufacturing optimization
study, are verified with the volume-fraction results. Curing room-temperature wound
cylinders without the use of external pressure, as with Specimen 090190HS, resulted in a
thick part with many voids; likewise, the fiber-volume content of Specimen 090190HS is
much lower than Specimen 092690CC which was wound at an elevated temperature and
cured with the use of shrink tape. Cylinder 031092 was also wound at an elevated
temperature and contained few voids. This cylinder has a slightly lower fiber-volume
content than Specimen 092690CC since no external pressure was applied to this cylinder
during cure, resulting in a resin rich layer on the outer surface of the cylinder. The
additional vacuum pressure used during cure of Cylinder 030991 made little difference in
the amount or size of voids; however, the fiber-volume content is slightly higher, as
expected since four layers of shrink tape were used compared to two layers used to
manufacture Cylinder 122990.
Winding procedures can also affect the quality of the material. When Cylinder
022591 was wound, several twists were observed in the 0 ° layers which resulted in resin
rich regions and a larger void content than Cylinders 122990 and 011191. Since each
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Table 5.1: Fiber volume fractions of selected filament-wound cylinders obtained
acid digestion.
Cylinder Winding Circ. X-Over Composite Fiber Wt. Fiber Vol.
Number Sequence Band Spacing Density Content Content
(mm) (g/cc) (%) (%)
090190HS [90/:f.30]as 152 1.38 65.4 51.6
092690CC [90/.+.30]as 3.81 1.50 72.5 62.2
122990 [90/-&30]as 30.5 1.50 71.1 60.9
022591 [0/+60]as 27.9 1.41 68.5 55.2
010191 [9(B/'A303]as 30.5 1.47 67.5 56.7
030991 [:1:303/903ks 33.0 1.40 69.0 57.5
011692 [+30] 155 1.55 73.4 65.0
061991 [+30] 76.2 1.55 71.8 63.6
062091 [+30] 76.2 1.58 73.0 65.9
062191 [+30] 50.8 1.58 74.6 67.4
062291 [+30] 30.5 1.54 72.7 64.0
062491 ['1"30] 30.5 1.59 74.0 67.2
062591 [+30] 30.5 1.58 72.5 65.5
063091 [+30] 14.2 1.58 73.8 66.6
070191 [+30] 6.86 1.56 70.9 63.2
021192 [+30]s 85.3 1.50 74.6 63.9
030992 [:f.30/90]as 85/41 1.40 73.0 58.4
031092 [90L-----_0]as 85.3 1.49 71.8 61.2
by
cylinder was covered with two layers of shrink tape and cured in the same fashion, the
lower fiber-volume content of Cylinder 022591 is attributed to tow twisting. A comparison
of the 57-mm diameter, [:.'.'_0] cylinders demonstrates that the number of crossovers within
a helical layer does not affect the fiber-volume content.
5.1.3 Void Content
In an attempt to quantify the void content in selected cylinders, image analysis was
performed on the photomicrographs of selected specimens to estimate the amount of voids
contained in the composite material. To perform this analysis, the photomicrographs were
digitized with a 256-level greyscale scanner at a resolution of 24 dots per millimeter (600
dots per inch). This image was then imported into Image 1.36, a computer software
package, for subsequent analysis.
A scale for each image was specified by equating the height of each image to the
thickness of the cylinder measured with a ball-end micrometer. The area of the image
which corresponded to the entire composite was first measured. Next, the image was
converted from a greyscale picture to a black and white image by setting a level of gray
which delineated black from white; ie. a threshold. The threshold was adjusted so that the
entire image of the composite was white with the exception of the voids. The software was
used to measure the black area and the void content was computed as the ratio of the black
area to the total area. Results from this analysis are shown in Table 5.2.
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Table5.2: Void contentsof selected filament-wound cylinders obtained by image analysis
of the photomicrographs.
Cylinder Winding Circ. X-Over Winding Cure Void
Number Sequence Band Spacing Temp. Technique Content
(ram) (%)
090190HS [90/530]u 152 Room no press. 4.3
092690CC [90/-&30]-. 3.81 Hil_h S.T. (2) 9.0
122990 [90/-&30]-- 30.5 Room S.T. (2) 2.1
022591 [0_60]as 27.9 Room S.T. (2) 6.0
S.T. (2) 8.8010191 [9(B/53{B]as 30.5 Room
030991 [::V...303/903]_ 33.0 Room
011692 [5:30] 155 Room
061991 [5:30] 76.2 Room
062091 [5:30] 76.2 Room
062191 [5:30] 50.8 Room
062291 [5:30] 30.5 Room
062491 [5:30] 30.5 Room
062591 [5:30] 30.5 Room
063091 [5:30] 14.2 Room
070191 [-I-30] 6.86 Room
021192 [+30Is 85.3 Room
030992 [530/90ks s5/41 Room
S.T. (2) 14
S.T. (4) 1.5
S.T. (2) 1.1
S.T. (4) 0.50
S.T. (4) 0.39
S.T. (4) 0.40
S.T. (4) 0.57
S.T. (4) 1.2
S.T. (4) 0.053
S.T. (4) 0.13
S.T. (4) 6.9
S.T. (4) 4.3
031092 [90/'Z30ks 85.3 High no press. 1.1
S.T.(#) -- Refers to the shrink tape manufacturing technique where the number in
parentheses indicates the number of layers of shrink tape
The results of the void content measurements follow the general quality discussions
in Chapter 4. The 57-mm diameter [+30] cylinders consistently exhibit the lowest void
content. When the number of plies is increased, as in Cylinders 090190HS and
092690CC, the void content increases substantially. Diameter seems to have little influence
on the void content as evident by comparing the thick 57-mm cylinders to Cylinders
122990 and 022591, rather, the accuracy of the placement of the tows during winding and
the amount of tow twisting seems to be important. Further increases in the number of plies
is paralleled by an increase in the void content as was observed in the photomicrographs.
The void content for Cylinder 031092 was substantially lower than the other six-ply 152-
mm diameter cylinders. This improvement in quality was attributed to the elevated winding
temperature.
5.1.4 Conclusions
The material quality observed in the present research depends strongly on the
manufacturing procedures. Many of these effects were observed in the photomicrographs,
as discussed in Chapter 4, and are reflected in the fiber volume fraction and void content
measurements. Although the winding pattern does not seem to affect the material quality,
tow twisting produces voids, resin rich regions, and thickness variations which are
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detrimental to the material quality. The improved quality which results from winding at an
elevated temperature was also evident from the visual, fiber volume fraction, and void
content observations. In conclusion, the manufacturing procedures can greatly affect the
quality of filament-wound cylinders and the techniques discussed in Section 5.1 can be
used to quantify the material quality.
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5.2 Geometric Characterization
According to Singer [1], the discrepancy between analytical buckling models of
perfect cylinders made of isotropic homogeneous materials and experimental observations
are generally attributed to initial geometric imperfections. The extent of imperfection
sensitivity of composite cylinders is not as well understood due to the more complex
behavior of these materials. In addition to initial geometric imperfections, the anisotropy
and transverse-shear sensitivity of these materials can induce substantial prebuckling
displacements which may adversely affect the compressive performance. These effects can
be accommodated in an advanced analysis of the structure, although the initial geometry of
the shell must be determined a priori. The geometry of the cylinders manufactured for this
research were evaluated locally by examining the thickness of the shell at many points and
globally by measuring the shape of the shell and comparing it to a perfect cylinder.
5.2.1 Imoerfections in Thickness
Many of the imperfections mentioned previously in the manufacturing and material
quality discussions were associated with local changes in thickness. Two techniques were
used to quantify the thickness of each cylinder. First, a ball-end micrometer with a
resolution of 0.0025 mm was used at random locations around the circumference; five on
each end of the specimen. The mean thickness, number of measurements, and standard
deviation of the thickness, and length of each compression test specimen are listed in Table
5.3. This technique resulted in a rapid measure of the thickness; however, the defects
induced during winding and cure were difficult to quantify since the micrometer can only
be used near the machined edges, only a small number of measurements were made, and
the diameter of the spherical end is large compared to many of the imperfections. A caliper,
with a 0.025-mm resolution, was used to measure the length of each 57-mm diameter
cylinder at a number of locations chosen randomly around the circumference of the
cylinder. An engineer's scale was used to measure the length of the 152-mm diameter
cylinders.
The second thickness-measurement technique was developed to measure each
specimen over its entire surface. This technique utilized the McClean-Anderson filament
winder and a spring loaded Linear Voltage Displacement Transformer (LVDT, Lucas
Schaevitz Model PCA-116) with a 1.6 mm spherical contact tip, clamped to the payout eye
of the filament winder, as shown in Figure 5.2. The filament winder was programmed
with a zero-degree winding pattern which caused the LVDT to trace longitudinal paths on
the cylinder. Output from the LVDT was recorded with an Omega OM-900 data-
acquisition system and a Standard 386 personal computer.
An LVDT senses position by the relative location of a ferromagnetic core within a
stationary electric coil. Changes in position of the core are linearly related to the changes in
voltage within the coils. In this experiment, measured voltages were both positive and
negative depending on the position of the core. The LVDT is only capable of measuring
relative positions unless some point is arbitrarily chosen as a reference point. For this
experiment, the zero point within the LVDT was assumed to be the reference point. The
LVDT was calibrated before each experiment by alternately placing a glass microscope slide
of known thickness between the LVDT and the mandrel. The measured change in voltage
was divided by the thickness of the slide to obtain the calibration constant. The sensitivity
of this measuring technique depended on the performance of the LVDT and the OM-900
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Table5.3: Thicknessesandlengthsof thecompressionspecimensmeasuredby hand.
Cylinder Winding Cylinder Mean Numberof Standard
Number Sequence Length Thickness Measurements Deviation
(mm) (ram) (xl0A-2 mm)
122990 [90/+30]as 229 1.35
010891 [+30/90]as 229 1.45
022591 [0/+60]as 229 1.42
010191 [903/+303]as
030991 [+303/903]as
053091 [03/+603]as
061991A [+30]
061991B [+30]
062091 [+30]
062191A [+30]
062191B [+30]
062291A [+30]
062291B [+30]
062391A [+30]
062391B [+30]
062491A [+30]
062491B [+30]
062591A [+30]
062591B [+30]
063091A [+30]
063091B [+30]
070191A [+30]
070191B [+30]
011692A [+30]
011692B [+30]
081291A [+30]
081291B [+30]
030692A [+30]
030692B [+30]
012092A [+30]as
012092B [+30]as
021192A [+30]s
021192B [+30Is
012592A [+_30/90]as
012592B [+30/90]as
013092A [+30/90]as
013092B [+30/90]as
030592A [+30/90]as
030592B [+30/90]as
030992A [+30/90ks
030992B [+30/90bs
031092A [90/+30]as
031092B [90/+30]as
031392A [90/+30]as
031392B [90/+30]as
229 4.37
229 4.11
229 4.06
86.1 0.445 10 1.48
86.1 0.481 9 3.30
86.2 0.426 9 1.20
86.2 0.416 10 4.37
82.3 0.432 10 2.59
85.0 0.410 11 5.11
86.5 0.419 11 4.01
86.8 0.437 10 2.62
85.8 0.414 10 3.02
85.4 0.406 10 2.04
85.6 0.425 10 1.88
85.2 0.428 10 2.67
85.7 0.429 10 2.19
87.0 0.431 10 1.54
85.7 0.422 10 2.51
85.8 0.447 10 2.53
85.5 0.452 10 2.06
84.9 0.425 9 2.47
83.8 0.437 9 2.92
196 0.456 10 1.85
192 0.449 10 1.79
206 0.454 10 2.10
208 0.458 10 1.78
231 0.910 10 2.19
229 0.915 10 1.79
230 0.857 10 2.34
235 0.878 10 1.31
231 1.34 10 2.54
227 1.33 10 2.25
235 1.36 10 2.45
228 1.36 10 3.40
235 1.36 10 1.67
229 1.35 10 3.33
235 1.33 10 1.27
228 1.34 10 1.29
235 1.33 10 6.05
228 1.35 10 6.83
228 1.21 10 2.30
228 1.21 10 2.31
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payouteye
to dataacquisitionsystem
loadedLVDT
Figure5.2: Experimentalsetupfor measuringthicknessesof filament-woundcylinders.
system.SincetheLVDT is ananalogdevice,its sensitivityis very good;2.4mV/V/0.0254
mm. Themajorerrorsin thismeasuringtechniqueareassociatedwith theanalogto digital
translationof the LVDT signal. Using a +2 Volt supply voltage, this system had a
sensitivity of +0.983 _m.
To begin testing, the specimen was placed on the mandrel used during manufacture
and the zero degree position of the mandrel was marked on the cylinder for future
reference. The filament winder was started and data acquisition was initiated either when
the LVDT began to move or when it passed a known position on the cylinder. The angular
resolution of the thickness data was twice the angular increment programmed into the
filament winder (data was only recorded while moving left to right); typically, 6 ° and 4 ° for
the 57-mm and 152-mm diameter specimens, respectively. The data acquisition rate
coupled with the carriage speed dictated the longitudinal spacing of the data points;
typically, 1 mm and 4 mm for the 57-mm and 152-mm diameter specimens, respectively.
Four sources of error were identified with this technique. First, the starting point in
each scan depended on the coordination of the operator since a keystroke was required to
initiate data acquisition. Second, if data acquisition was started when the LVDT began to
move, data was recorded during acceleration of the filament winder at the beginning of each
stroke. Since the data-acquisition speed was uniform, the data near the starting and ending
points was skewed. This problem was minimized by starting data acquisition after full
speed of the filament winder was achieved and halting acquisition before the winder began
to decelerate. Third, the assumption was made that the inner surface of the filament-wound
cylinder and the outer surface of the mandrel were in intimate contact. The fourth source of
error was misalignments of the mandrel with respect to the carriage motion. Wobbles were
observed in the data which were caused by misalignments of the cylinder axis and the spin
axis of the filament winder. Also, the carriage moved at a slight angle to the axis of the
cylinder which caused the magnitude of the wobble to vary along the length of the
specimen.
To remove the wobble displacements from the cylinder data, the mandrel was
scanned with the same winding program. After measuring the outer surface of the
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cylinder, thecompositecylinderwascarefullyslid alongthemandreluntil it wasoutsideof
themeasuringarea. Thefilament winderwasstartedanddatawasrecordedin the same
areaasthecylinder. Typicalscansof thecylinderon themandrelandthemandrelaloneare
shownin Figures 5.3and 5.4, respectively. The resultingdata,shownfor onestrokeof
thefilamentwinderin Figure5.5,consistsof two arraysof pointsmeasuredfrom thesame
referen.cepositionin theLVDT. Consequently,thethicknessof thecylinder is simply the
differencebetweenthemandreldataandthecylinderdata. As is evidentbyFigure5.6,the
thicknessdistributionisdevoidof thewobblingmotion.
o
oo
Figure 5.3: Typical displacement field of the filament-wound cylinder on the mandrel
relative to a fixed reference position.
Figure 5.4: Typical displacement field of the mandrel alone relative to a fixed reference
position.
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Figure 5.5: Position of the cylinder and mandrel surfaces measured for one stroke.
Figure 5.6: Typical thickness field of the filament-wound cylinder.
A Fortran computer program was written to convert the measured LVDT data into
thickness distributions and compute statistical parameters on the thickness field such as the
mean, standard deviation, root mean square, minimum, rrlaximum, and range. This
measuring technique was very sensitive to local thickness'imperfections, as shown in
Figure 5.7. The photograph and thickness plot correspond to a region of a [+30] cylinder
in the neighborhood of a tow which twisted during winding. Figure 5.8 contains the
thickness distributions of a a) visually poor-quality cylinder, and a b) high-quality cylinder.
62
Both specimenswere woundat room temperaturewith similar winding parametersand
cured with the shrink-tape technique;however, the effects of tow twisting and fiber
misalignmentarereadilyapparent.
_.-- ..- _ "_>..
t"o_.
Figure 5.7: Close-up of a filament-wound cylinder in the neighborhood of a twisted tow
which demonstrates the sensitivity of the LVDT thickness-measurement
technique.
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a)
Figure 5.8:
b)
Thickness distributions of a) a visually poor-quality cylinder (061991A) and b)
a visually high-quality cylinder (070191B).
To examine the consistency of this technique, Specimen 062191A was measured
three times and the data reduced with the computer code. Each experiment involved
removing the mandrel completely from the filament winder. The resulting thickness
distributions are shown in Figures 5.9-5.11 and appear to be nearly identical. Results of
this study are listed in Table 5.4.
The six-ply cylinders often exhibited a small deviation in the thickness data, as
shown in Figure 5.12. Visual examination of the cylinders did not reveal the cause of this
4Figure 5.9: First thickness field of Specimen 062191A measured to examine the
consistency of the LVDT thickness-measurement technique.
ro
t °
Figure 5.10: Second thickness field of Specimen 062191A measured to examine the
consistency of the LVDT thickness-measurement technique.
anomaly; consequently, the regions were assumed to be caused by the lack of intimate
contact between the cylinder's inner surface and the outer surface of the mandrel. Table
5.5 contains the statistical results for each specimen wound for compression testing.
Several of the 57-mm diameter compression specimens could not be tested with this
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Figure5.11: Third thickness field of Specimen 062191A measured to examine the
consistency of the LVDT thickness-measurement technique.
Table 5.4: Results of the thickness consistency study.
Test Minimum Maximum Mean Standard R.M.S.
Number Thickness Thickness Th_kness Deflation Thickness
(mm) (mm) (mm) (mm) (mm)
1 0.213 0.622 0.428 0.0654 0.433
2 0.156 0.559 0.398 0.0590 0.402
3 0.201 0.586 0.418 0.0523 0.421
technique since strain gages were bonded to the inner surface and would have been
damaged by placing the cylinder on the mandrel.
In general, the thickness measurements obtained with this technique follow the
visual observations of the outer surface of each cylinder. Where thickness imperfections
were observed in the outer ply due to incorrect placement of the shrink tape, wrinkles in the
cure materials, or regions of twisted tows, the thickness distributions also exhibited these
imperfections. The thickness distributions and their associated statistics, do not depend on
the mandrel material, in-plane crossover location, or the position of the crossover bands
through the thickness. If Cylinder 061991 is compared to the other [+30] 57-mm diameter
cylinders, the effects of the increased winding tension and fewer shrink tape layers do not
make a difference on the average thickness; however, the larger standard deviation indicates
a slightly rougher surface. This observation can be explained by the large amount of tow
twisting which was observed during winding.
When the diameter of the cylinder is changed, the larger diameter cylinders seem to
be slightly thicker than the smaller diameter cylinders. The cause for the increased
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Figure 5.12: Thicknessfield of Specimen030992A which exhibits the non-intimate
contact region.
thickness is most likely due to the reduced pressure applied by the shrink tape. If the
standard deviation for the large and small diameter cylinders is examined on a per-ply
basis, scaling the diameter has no affect on the surface roughness. Increasing the number
of plies resulted in a dramatic reduction in the standard deviation. This observation is
expected since the helical layers will nest together to effectively reduce the influence of a
single twisted or misplaced tow.
When the symmetric and antisymmetric cylinders are compared, the average
thickness of the antisymmetric cylinder is slightly larger because more tow twisting was
observed during winding. These twists are not evident when the thickness distribution or
standard deviations are examined.
An elevated winding temperature had the most dramatic effect on the thickness of
filament-wound cylinders. Cylinders wound with an elevated temperature and cured with
shrink tape have a thinner per-ply thickness than any other manufacturing technique;
however, the standard deviation for these cylinders is larger than the other six-ply
cylinders. The cause for the increased deviation could be related to either the winding
sequence or the elevated winding temperature. Evidence from the [+30] and [+30/+30]
cylinders seems to indicate that multiple adjacent helical layers improves the surface
smoothness. Since Cylinder 031392 was wound with adjacent +30 ° plies, the elevated
temperature is the most likely cause for the larger standard deviation. The precise
mechanism; however, is unknown.
Another comparison of interest is the accuracy of the thicknesses measured with the
LVDT technique versus those measured with the ball-end micrometer. The thickness of
cylinders wound with only one helical layer are nearly the same for the two techniques;
however, as the number of plies increases, the LVDT technique indicates a larger thickness
than the micrometer technique as shown in Figure 5.13. This observation may be
somewhat biased by the lack of intimate contact observed with the six-ply cylinders. If the
standard deviations for the two techniques are similarly compared, the LVDT technique
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Table5.5: Thicknessparametersmeasuredwith the LVDT technique of cylinders
manufacturedfor compressiontesting.
Cylinder
Number
061991A
061991B
062091
062191A
062191B
062391A
062391B
062491A
062491B
062591A
062591B
063091A
063091B
070191A
070191B
011692A
011692B
081291A
081291B
030692A
030692B
012092A
012092B
021192A
021192B
012592A
012592B
013092A
013092B
030592A
030592B
030992A
030992B
031092A
031092B
031392A
031392B
Winding
Sequence
Minimum Maximum Mean Standard R.M.S.
Thickness Thickness Thickness Deviation Thickness
(xl0A-2 mm)(xl0A-2 ram)(xl0A-2 ram)(xl0A-2 mm)(xl0A-2 mm
[+30] -3.72 62.5 39.8 12.2 41.6
[+30] -5.57 70.0 29.0 13.4 31.9
[___30] ..........
[+30] 21.3 62.2 41.5 5.89 43.3
[+30] - 10.2 58.7 42.7 9.95 108
[---301 ..........
[+30] 18.6 60.5 44.0 4.54 44.2
[+301 8.39 96.3 51.5 17.2 54.3
[+30] 34.4 59.5 45.8 3.88 45.9
[+30] 27.2 60.0 46.1 3.75 46.3
[+301 ..........
[---301 ..........
[+30] 34.0 58.5 46.6 3.28 46.7
[+3Ol ..........
[+30] 25.6 58.8 43.2 5.04 43.4
[+30] 25.3 61.5 46.4 4.34 47.0
[+301 27.8 58.5 47.0 3.95 46.6
[+30] 30.5 78.8 49.8 4.93 50.0
[+30] 27.4 65.9 47.8 4.55 48.0
[+30] 28.9 60.0 43.7 4.33 43.9
[+30] 36.6 69.3 46.8 4.44 47.3
/+30]as 85.1 112 97.3 3.97 97.4
[+30]as 71.0 116 99.4 4.94 99.5
[+30Is 67.4 103 86.1 4.91 86.3
[+30Is 85.0 116 98.0 4.78 98.1
[+30/90]as 119 165 144 5.20 145
[+30/90]as 124 166 150 6.50 150
[+30/90]as 110 158 140 6.54 140
[+30/90]as 102 167 141 7.23 141
[+30/90]as 131 172 146 5.56 146
[+30/90]as 119 161 143 4.84 143
[+30/90]as 111 166 141 6.86 142
[+30/90]as 113 164 141 6.95 142
[90/+30]as 142 224 164 7.92 164
[90/+30]as 123 216 138 9.08 146
[90/+30]_s 104 155 127 8.26 127
[90/+30]as 105 152 123 8.44 124
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consistentlyyields largervalues,asshownin Figure 5.14,becausetheendof theLVDT
hasasmallerdiameterwhichcanfit into smallerimperfectionsandtheentirecylinderwas
examined.
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Figure 5.13: A comparison of average thicknesses for the LVDT and micrometer
thickness-measurement techniques.
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To improve theidentification of poor quality regions, two smoothing approaches
were used. Some of the surface roughness which was apparent in the thickness
distributions was caused by the porous release cloth used during processing. This material
created a textured surface in the resin on the outer surface of the cylinders which can be
seen in Figure 5.7. The first smoothing approach involved averaging the thickness at each
point with its nearest neighbors, as shown in Figure 5.15. Points along the edges of the
scan and at each comer were smoothed using a similar procedure. The actual and
smoothed thickness distributions for Specimens 081291A, 021192A, and 030592A are
shown in Figures 5.16-5.18. The average micrometer thickness and length of each
specimen, listed in Table 5.3, were used to nondimensionalize these thickness
distributions. Much of the surface roughness is not visible with this technique while the
major defects in the thickness are still apparent.
INTERIOR
7! ' iiiiii',iiiii',i ,iii ,iii',i',i!!!i',i @
EDGE
tsmooth = + [t l+t2+...+tS+t9]
ts_ooth = + [t l+t2+t3+t4+t5+t6]
CORNER
tsmooth = + [tl+t2+t3+t4]
Figure 5.15: Algorithm for smoothing the thickness distributions. Each dot in the figure
corresponds to a measured thickness location. The filled dots represent the
point being smoothed.
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The second smoothing technique consisted of interrogating the thickness at each
point and comparing it to the average thickness with regard to the standard deviation of the
distribution. If the thickness at any point was within two standard deviations on either side
of the mean thickness, the thickness was considered to be the mean thickness. For points
which existed outside this band, the actual thickness was used. These truncated thickness
distributions allow the major defects to be easily identified as shown in Figures 5.19-5.21.
5.2.2 Imperfections in Geometry
Imperfections in the geometry of the shell also exist at the global level. These
imperfections can be caused by three factors: residual thermal stresses induced during
manufacturing, inaccurate machining of the mandrel or cylinder, and stresses induced when
attaching the loading fixtures. Residual thermal stresses, which are primarily due to the
anti-symmetry of the helically-wound layers, can result in large geometric imperfections.
Since the compression-twisting coupling terms of the laminated-shell regions are non-zero,
thin cylinders with helical layers may have substantial geometric imperfections before
loading. If the mandrel has not been accurately machined, geometric imperfections can be
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Figure5.16:
a)
b)
Thickness field of Specimen 081291A a) before and b) after smoothing with
the averaging technique.
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Figure 5.17: Thickness field of Specimen 021192A a) before and b) after smoothing with
the averaging technique.
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a)
b)
Figure 5.18: Thickness field of Specimen 030592A a) before and b) after smoothing with
the averaging technique.
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Figure 5.19: Thickness field of Specimen081291A smoothed with the truncation
technique.
Figure 5.20: Thickness field of Specimen021192A smoothed with the truncation
technique.
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Figure 5.21: Thickness field of Specimen 030592A smoothedwith the truncation
technique.
inducedsincethemanufacturingproceduresforcethecompositematerialto reproducethe
mandrelsurfaceexactly. Whenmachiningthecuredcylinderinto compressionspecimens,
it is necessaryto cut the cylinder perpendicularto the longitudinal axis, otherwise,an
elliptical crosssectionwill resultrelativeto themachinededge.Thelastcauseof geometric
inaccuraciesis the deformationsinducedby attachingload introduction devicesto the
cylinder.
Compressionspecimenswere machined from the cured cylinders using the
equipmentshownin Figure 5.22. Eachcylinder wasplacedon a mandrelof the correct
sizeandeitherheldin placewith hoseclampsor adhesivetape. Themandrelwascentered
in thelathegripsto insurethatthecylinderswerecutperpendicularto thelongitudinalaxis
of the cylinder. The actualcutting wasaccomplishedby using a glass-fiberreinforced
abrasivedisk mountedin either a Dremel® Motor Tool or a flexible extensionfor a9.53
mm electric drill attachedto the tool rest. The lathe and abrasivedisk wererotated in
oppositedirectionsandthetool restwasfedinto thecylindervery slowly. This technique
resultedin veryaccuratelymachinedendswhichwererelativelyfreeof damage.
Since the fixtures usedto supportthe endsof the cylinder during compression
testingcanalso changethe geometryof the shell, eachspecimenwaspotted in the end
fixtures prior to geometrytesting. The endfixtures usedduring this studyconsistedof
steelplateswith machinedgrooveswhich werefilled with Cerrobend®. Cerrobend® is a
low melt-temperaturealloy (70°C) which expandswhen cooledand is usedto prevent
broomingof loaded edges.
To begin the geometric testing, the potted cylinders were attached to a milling
machine turntable with the aid of an adapter to ensure consistent alignment. Using a
magnetic dial-gage holder, the spring-loaded LVDT was clamped horizontally against the
cylinder, as shown in Figure 5.23. To measure the cylinder geometry, the turntable was
rotated while the LVDT output was monitored with the data-acquisition and personal-
computer system described previously. Data acquisition speed was very slow so that the
75
Figure5.22: Filament-wound cylinder mounted in a lathe to be machined into
compressionspecimens.
turntablecouldbe rotatedfour degreesbetweeneachmeasurement.Measurementswere
madeat 13-mmintervalsalongthelengthof the57-ramdiameterspecimensandat 25-mm
intervalsfor the 152-mmdiameterspecimens.
TheLVDT outputrecordedby thecomputer,is a measureof thedistancebetween
the centerof the LVDT and thesurfaceof the cylinder. Using the averagevalueof the
calibrationconstantmeasuredin thethicknessdistribution experiments,theLVDT output
wasconvertedfrom voltageinto distance. Eachdatapoint wascomparedto all of the
pointsmeasuredat onehorizontalpositionof theLVDT to comparethe deviationof the
actualcylinder from a geometricallyperfect cylinder. The datawas alsocomparedby
examiningchangesin thecrosssectionalongthelengthof thecylinderwhich indicatedthe
similarityof thefilament-woundspecimento a geometricallyperfectcylinder.
When severalpreliminary resultswereplotted, the crosssectionsappearedto be
ellipsoidal;whereas,visualexaminationdid notsupportthis observation.Thisdiscrepancy
wasattributedto errorsin placing the cylinder in the Cerrobend® and attachingtheend
fixtures on theturntable. If thefilament-woundcylinder hadacircular crosssectionand
wasperfectlyalignedwith the turntable,theresultingdatawould appearasa horizontal
straightline, asshownin Figure5.24. If the longitudinalaxisof this hypotheticalcylinder
is not alignedwith thespin axisof theturntable,thedatawould appearto besinusoidal.
An elliptical crosssectionwould appearasa linear combinationof two sinusoidswith
differentwavelengths.
To remove the errors associatedwith the misalignmentof the cylinder on the
turntable, the data from each scanwas first fitted with a perfect circle. This was
accomplishedby plotting thedataversusthe sineof the differencebetweenthe angleof
rotation and a phaseangle. A linear least-squaresanalysiswas then performed with
different valuesof thephaseangleuntil the bestfit wasobtained. When the LVDT was
moved from one horizontal position to the next, it was necessaryto loosenthe clamp
attachedto themagneticdial-gageholder. Consequently,theprecisedistancebetweenthe
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Figure 5.23: Schematic diagram of the equipment used to measure geometric
imperfections of filament-wound cylinders.
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LVDT andthesurfaceof thecylinderwasnotmaintainedduringtesting. To compareeach
crosssectionit wasassumedthatthezerodegreelocationon thefilament-woundspecimen
wasvertical. This assumptioneffectively removesanytilt of thecylinderwith respectto
themachinedends.
To removetheerrorsinducedby misalignments,theaverageof eachperfectcircle
wasusedtocreatetheperfectcylinder. Thedifferencebetweenthisperfectcylinderandthe
actualdatais the geometricimperfectionamplitude. To quantify the magnitudeof the
geometricimperfections,severalstatisticalparameterswereexamined.Thearithmeticmean
of thedistributionwasinvariablyextremelysmallsincethecircumferenceof thecylinder
doesnotchange. The standarddeviation,root meansquare,andrangeof thegeometric
imperfectionswerealsocalculated.
To confirmtheconsistencyof thisexperimentalprocedure,Specimen062191Bwas
examinedthreetimes. Plotsof the imperfectionamplitudesareshownin Figures5.25-
5.27andarenearlyidentical. Table5.6containsthestatisticalresultsof eachexperiment.
Theresultsof thisexercisedemonstratexcellentconsistencyof thegeometricimperfection
testingtechnique.
Figure5.25: Geometricimperfectionsfor thefirst scanof Specimen062191B.
The geometric imperfectionsobservedin the filament-wound cylinders differ
dramatically from thosereportedby Chryssanthopoulos,Giavotto, andPoggi [22] who
investigatedthe geometricimperfectionsof symmetriccross-plyandangle-plycylinders
fabricatedby handfrom unidirectional-prepregsheets.Manyof the local imperfectionsin
thefilament-woundcylindersarenotapparentin their specimens,asshownin Figure5.28;
however,the largeridgesareabsentin filament-woundcylinders.Geometricimperfections
in filament-woundcylindersareprimarily causedby residualstressesin theantisymmetric
laminated-shellregionswhile, theridges in Figure 5.28arecausedby overlappingof the
prepreglayers.
The geometricimperfectionsfor theIn-PlaneCrossover-BandSpacingstudywere
similar to thoseshownin Figure5.25;however,themagnitudeof the imperfectionvaries
considerably,asshownin Table5.7. Thelargevariationsin amplitude,especiallyapparent
neartheendsof somecylinders,werealsovisible in thespecimensprior to pottingthemin
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Figure5.26: Geometricimperfectionsfor the second scan of Specimen 062191B.
Figure 5.27: Geometric imperfections for the third scan of Specimen 062191B.
the compression fLxtures. When the range of the imperfections was examined as a function
of the circumferential crossover-band spacing, no correlation was evident. As the
crossover-band spacing increases, the imperfection range for all of the specimens was
approximately constant; however, the scatter in the measured ranges increased
substantially. This effect was caused by inaccuracies in machining the compression
specimens with respect to the winding pattern from the wound cylinders. If the crossover-
band spacing is very small, the cylinder is more effectively homogeneous and the location
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Table5.6: Geometricparametersobtainedfor theconsistencystudy.
Test R.M.S. Standard Range Range/
Number Geo. Impf. Deviation Geo. Impf. Thick*
(mm) (mm) (mm)
1 0.299 0.296 1.23 2.845
2 0.291 0.290 1.10 2.545
3 0.275 0.273 1.05 2.430
* micrometer thickness
Cross-Ply Cylinder L
External _
i 4.1_1_r_ _" c irc°''
Figure 5.28: Geometric imperfections of unidirectional-prepreg cylinders measured by
Chryssanthopoulos, Giavotto, and Poggi [22].
of the machined edge is not as critical as when the cylinder is wound with few crossover
bands.
Although the mandrel material does not affect the magnitude of the geometric
imperfection, the scale of the cylinder produces a substantial effect. When the 57-mm
diameter [+30] cylinders were compared to the 152-mm diameter cylinders (Specimens
061991A, 061991B, and 062091 versus Specimens 081291A, 081291B, 030692A, and
030692B) based on the range of the geometric imperfections, the small diameter cylinders
were more nearly perfect.
When the symmetric and antisymmetric cylinders were compared, the advantages of
a symmetric lamination sequence were immediately apparent. Although the range of the
imperfection was similar for Specimens 021192A, 021192B, 012092A, and 012092B,
Cylinder 021192 was much more consistent since this cylinder was manufactured with
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Table5.7: Geometricparametersfor cylindersmanufacturedfor compressiontesting.
Cylinder Winding R.M.S. Standard Range Range/
Number Sequence Geo.Impf. Deviation Geo.Impf. Thick*
(xl0A-2 ram) (xl0A-2 mm) (xl0A-2 mm)
061991A [+30] 6.44
061991B [+30] 19.5
062091 [4-30] 21.7
062191A [4-30] 12.8
062191B [+30] 26.5
062391A [4-30] 13.2
062391B [4-30] 9.02
062491A [4-30] 12.1
062491B [4-30] 9.02
062591A [+30] 20.5
062591B [+30] 15.2
063091A [4-30] 6.28
063091B [+30] 14.1
070191A [4-30] 16.9
070191B [4-30] 19.4
011692A [4-30] 24.0
011692B [4-30] 9.59
081291A tv3u] 20.6
081291B [4-30] 55.2
030692A [4-30] 48.5
030692B [4-30] 14.1
012092A t±_oias 22.0
012092B [+30]as 12.4
021192A [+30]s 13.4
021192B [+30]s 14.1
012592A t±._0/_ugs 16.5
012592B [+30/90]as 17.4
013092A [+30/90]as 21.6
013092B [+30/90]as 16.3
030592A [+30/90]as 19.5
030592B [+30/90ks 19.3
030992A [+30/90]as 9.80
030992B [+30/90]as 19.2
031092A l_O/---3OJas
031092B [90/+_30]as
031392A [90/+30]as
031392B [90/+30]_
6.40 35.5 0.7981
19.6 95.1 1.978
21.7 105 2.474
13.3 67.8 1.630
26.3 112 2.606
13.2 71.0 1.624
9.02 49.8 1.203
12.1 70.3 1.733
8.52 55.8 1.314
20.5 99.7 2.326
15.2 86.1 2.005
6.28 42.4 0.9853
14.1 61.2 1.486
16.9 77.1 1.727
19.3 100 2.220
23.9 139 3.265
9.79 51.3 1.175
20.1 113 2.480
54.9 256 5.607
48.2 198 4.354
14.0 80.2 1.751
21.9 105 1.155
11.7 60.6 0.6623
13.3 72.2 0.8429
14.0 79.7 0.9080
16.4 87.7 0.6521
17.3 101 0.7593
21.5 113 0.8274
16.2 92.9 0.6807
19.4 94.2 0.6919
19.2 88.2 0.6522
9.74 55.5 0.4158
19.0 110 0.8227
8c
19.6 19.5 92.7 0.6990
28.9 28.7 143 1.057
15.0 14.9 66.1 0.5455
10.1 10.0 54.2 0.4476
micrometer thickness
symmetric laminated-shell regions. As with the In-Plane Crossover-Band Spacing
specimens, this indicates the strong dependence of the geometric imperfections on the
thermal residual stresses.
The cylinders manufactured for the Through-the-Thickness Crossover-Band
Location study have slightly larger geometric imperfections than those manufactured for the
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Symmetry of the Laminated-ShellRegionsexperiments. Resultsfor the stackedand
alternating specimenswere more consistentthan the specimenswound with a wide
crossover-bandspacing for the outside and a narrow spacingfor the inner ply. This
finding is contraryto theresultsfrom theIn-PlaneCrossover-BandSpacingstudy.
Cylinderswoundat anelevatedtemperatureandcuredwith shrinktape(Specimens
031392Aand031392B)exhibitedthesmallestrange-to-radiusratioof all specimenstested.
Unfortunately,theeffectsof heatalonecannotbedifferentiatedfrom theeffectsof winding
sequencesince Cylinders 121490 and 122990 were not measured for geometric
imperfectionsprior to compressiontesting. The most plausible explanation for this
improvementis thecircumferentialbendingstiffnessof the specimens.Since the hoop
layersarelocatedon theinnerandoutersurfacesof Cylinder031392,lessimperfectionis
expectedcomparedto cylindersmanufacturedwith the hooplayerson the insideof the
material.
5.2.3 Conclusions
The geometry of filament-wound cylinders is strongly dependent on the
manufacturing technique. At the local level, the cylinder thickness depends on the amount
of twisted and misplaced tows which cause local ridges and valleys in the material. In
multiple-layer cylinders, the thickness is more uniform when the helically-wound plies are
placed adjacent to one another since the fibers tend to nest with one another. The average
and truncated smoothing techniques can be used to easily identify regions of poor quality.
The curing technique also affects the uniformity of the thickness since sags and drips in the
resin affect the smoothness of the exterior surface.
At the global level, the geometry of filament-wound cylinders depends on the
winding pattern, scale, and ply order. The winding pattern affects the size of the
laminated-shell regions and their location relative to the machined edges. Since these
regions are typically antisymmetric, the thermal residual stresses which are induced during
curing will produce non-circular cross sections. As the diameter of the cylinder increases,
the size of the imperfections increases since the circumferential bending stiffness of the
cylinder is lower. As the number of plies increases, the size of the geometric imperfections
decreases slightly in relation to the bending stiffness.
82
6.0 COMPRESSIVE
PAGE _ INTEi'JTIONALLYBLANK
PI_[_I_U)ING PAGE BLANK NOT
PERFORMANCE
83
FtLMEO
The goal of this research was to vary the filament-winding process to improve the
compressive structural response of thin cylindrical shells. Many factors can affect the
stability of filament-wound shells including the winding pattern, curing technique,
microstructural quality, and similarity to a geometrically perfect cylinder. In the preceding
chapters, the manufacturing procedures and quality assessment have been discussed. The
purpose of this chapter is to describe the test procedures, present results, and to compare
the compressive response of the cylinders to the specific manufacturing parameters and
quality levels. Correspondingly, this chapter is divided into five sections: test equipment,
experimental procedures, data reduction, results and discussion, and conclusions. Due to
the number of specimens which were tested, only representative data is included in the
following sections. A complete collection of the load/end-shortening displacement data,
local strains results, photographs of the buckled cylinders, sketches of the buckled shapes
and fracture locations, and acoustic emission results is given in Claus, Hahn, and Jensen
[19].
6.1 Test Equipment
Three different groups of testing equipment were used to evaluate the compressive
buckling response of filament-wound cylinders: mechanical, acoustic emission, and visual
recording equipment. A schematic of the most general testing configuration is shown in
Figure 6.1. The mechanical test equipment included the compression testing machine,
LVDTs and strain gages to monitor the deformation of the cylinder, and the data acquisition
system for recording the response during testing. An acoustic emission (AE) system was
used to monitor the ultrasonic signals emitted by the specimen during testing. Two types
of visual recording equipment were used: still photographs were taken before and after
failure, and video images were recorded during loading to examine the buckling and
postbuckling processes. Specific details about this equipment are discussed in the
following sections.
6,1,1 Mechanical Test Equipment
Each filament-wound cylinder was loaded through the use of 25 mm thick steel end
plates. Two different sets of end plates were used to accommodate the 57-mm and 152-
mm diameter cylinders, however, both sets of fixtures had the same general design, as
shown in Figure 6.2. Each plate contained a circular groove, approximately 6.4-mm wide
and 6.4-mm deep, to hold the cylinder and Cerrobend ® as described in Section 4.2.2. A
concentric recess was machined into one plate approximately 102 mm in diameter to hold
the hemispherical aligner. The hemispherical aligner was used to compensate for
misalignments between the end plates and the testing machine. Four holes were drilled and
tapped at equal intervals around the end plate for attachment of the LVDTs. In the end
plates used for the smaller diameter cylinders, four holes were drilled to accommodate pins
to ensure the top and bottom end plates are properly aligned during potting. Additional
holes were drilled in each end plate to allow air to flow freely from the inside of the
cylinder during potting and for passage of the strain-gage lead wires.
Three LVDTs, Lucas Schaevitz model MHR-100, were mounted to the upper end
plate at 90 ° intervals with the aid of aluminum mounting blocks. These LVDTs have a
nominal linear range of +2.54 mm and a sensitivity of 2.2 mV/V/0.0254 mm. The cores
were mounted to core extension rods tailored to the length of the cylinder being tested. The
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End plates used to support the loaded ends of the filament-wound cylinders.
mounting blocks were designed so that the position of the LVDTs could be adjusted to
produce the greatest measurement range for each cylinder. Each core extension rod was
placed in a small depression machined in either the lower end plate or in a special mounting
block to maintain alignment.
A Tinius-Olsen screw-driven universal testing machine, capable of 270 kN (60000
lbs.), was used to load the two, four, and six-ply cylinders to failure. Eight different load-
cell ranges are available with this machine: 1.3, 2.7, 5.3, 11, 27, 53, 130, and 270 kN
(300, 600, 1200, 2400, 6000, 12000, 30000, and 60000 lbs). The load-cell range used
during testing varied with each specimen configuration. During testing, a constant
crosshead-displacement rate of 0.635 mm/min was used. A Baldwin hydraulic universal
testing machine capable of 1.3 MN (300000 lbs) was used to load the eighteen-ply
cylinders to failure.
To record the load cell, LVDT, and strain-gage values during testing, an Omega
OM-900 data acquisition system and a Standard 386 personal computer were used with the
LabTech Notebook software program. This is the same data acquisition system used for
the thickness and geometry testing described in Chapter 4. Data acquisition rates depended
on the number of channels being recorded. When only the load and axial LVDTs were
monitored during testing, a data acquisition speed of 10 Hz. was used.
6.1,2 Acoustic Emission Test Equipment
Acoustic emission monitoring was used to determine when damage occurred during
testing. Acoustic events are caused by sudden changes in the strain energy within a
material or structure resulting from phase transformations, crack initiation, crack
propagation, or buckling. Since no phase transformations were induced in the material and
several thresholds were used to eliminate noise during testing, the acoustic events observed
were caused by fracture of the composite material and buckling. No previous reference of
acoustic emission monitoring during compressive buckling has been located.
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The acousticemissionmonitoring equipmentused during this research program
consisted of a Locan-AT system manufactured by Physical Acoustics Corporation. This
device was used to process the incoming acoustic signals, perform several calculations,
store these parameters on an internal hard disk, and display the acoustic events on a
computer screen. Acoustic events were sensed at the end plate by a broadband transducer,
Physical Acoustics Corporation model $9208, which has a nominal operating frequency
range between 20 kHz and 1 MHz. An ultrasonic gel was used as the couplant between the
end plate and the transducer. The transducer was connected by a mini-BNC coaxial cable
to a pre-amplifier, Physical Acoustics Corporation model 1220A, which amplified the
signal from the sensor by 40 dB.
From the pre-amplifier, the signal was split into three parts with the use of T-
connectors and connected to three input channels on the Locan-AT. The input signal was
split so that different threshold levels could be used with the same input signal. The
channel with the lowest threshold provided the greatest sensitivity but also contained the
most noise; whereas, the channel with the highest threshold only captured the most
energetic events. Table 6.1 contains the data acquisition parameters used during
compression testing. The peak definition time (PDT), hit definition time (HDT), and hit
lockout time (HLT) are parameters which help quantify the incoming voltage signal from
the AE transducer as an acoustic event. The PDT is used to define when the maximum
amplitude peak has occurred during an acoustic event. The HDT is the maximum length of
time in which a voltage signal can be considered as one acoustic event. Finally the HLT is
the length of time after the HDT has expired in which the system ignores any voltages
above the threshold. This parameter is helpful for eliminating unwanted reflections of the
acoustic wave. A complete discussion of these parameters is given in [23].
Table 6.1: Data acquisition parameters used with the Locan-AT acoustic emission test
equipment.
Peak Hit Hit
Channel Gain Threshold Defination Defination Lockout
Number (dB) (dB) Time (.us) Time 0as) Time (IJS)
1 20 40 50 200 300
2 20 55 50 200 300
3 10 70 50 200 300
6.1.3 Photographic and Vid¢o Test Equipmen_
Visual observation of the compression specimens before, during, and after failure,
can often be the most informative data gathered during compression testing. Images of the
cylinders were captured in two forms: still photographs using a 35 mm camera, and video
tape. Photographs of each cylinder were taken just prior to testing and after failure. A
standard-speed video camera was used with a VHS video cassette recorder (VCR) to
document most tests during the entire compression test. Two compression specimens,
Specimens 012592B and 031392B, were monitored with a high-speed video system
operating at 2000 frames per second. These images were captured on a 19 mm wide
magnetic tape and then copied to a standard VCR tape for review and permanent storage.
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6.2 Experimental Procedures
Most cured cylinders were machined into two specimens which were designated
with the cylinder number and the suffix A or B. After the thickness distributions were
measured with the LVDT system, selected 152-mm diameter specimens were instrumented
with foil-type strain gages. The 57-mm diameter compression specimens which were
strain gaged were not tested to determine their thickness distributions. In each case, the
gages were placed back to back so that bending and compressive strains could be
differentiated. Where gages were mounted on the laminated-shell regions, the gages were
located at the centroid of the region to minimize the effect of the crossover bands. The
specific location of each gage will be discussed in Section 6.4 in conjunction with the
compression results.
To mount the cylinders for compression testing, the steel end fixtures were placed
on a hot plate and heated to melt the Cerrobend ®. After melting, the end plate was removed
from the hot plate and the specimen was inserted in the liquid Cerrobend ® such that the
cylinder was concentric with the end plate. A weight was placed on the end of the
specimen to keep the edge of the cylinder at the bottom of the groove in the end plate. After
cooling, the second end plate was attached with the same technique. When potting the
second edge of the 57-mm diameter cylinders, four brass tubes were placed through the
holes in the end plates to ensure alignment. The end plates for the 152-mm diameter
specimens were aligned visually.
After the geometry measurements were completed, the specimen was placed in the
testing machine and the LVDTs were attached to the upper end plate. The LVDTs were
adjusted so that the center of the core was located at the center of the LVDT. Next, the
LVDTs and strain gages were connected to the OM-900 system. The hemispherical aligner
was placed under the 57-mm diameter specimens and on top of most of the 152-ram
diameter cylinders and the entire system was placed in the center of the testing machine.
Selected specimens were also monitored with the use of the spring-loaded LVDT used for
thickness and geometry testing. When this instrument was used, it was attached to the
specimen to monitor the transverse displacements during loading.
The axial LVDTs were calibrated with the use of two glass microscope slides. Both
slides were placed under the core extension rod and several seconds of data were recorded
with the data-acquisition system. The top slide was then removed and several more
seconds of data were recorded. This process was repeated five times for each LVDT.
Since microscope slides have a very uniform thickness, the change in voltage monitored
with the data-acquisition system could be related to the thickness of the slide to determine
the calibration constant. LVDT calibration was performed for each test so that differences
in the experimental setup could be considered. When strain gages were mounted on the
cylinder, the computer files containing the strain-gage data were checked to identify any
problems with the gages or connections prior to testing.
Close-up photographs of the specimen were taken with a 35 mm camera. The
camera was removed prior to testing and a video camera was installed in approximately the
same location. Next, the mechanical and acoustic data-acquisition systems were initialized,
the proper load-cell range was chosen, and the load cell was zeroed. The test was begun
by starting the VCR, turning on the chart recorder on the testing machine, starting the
testing machine, and simultaneously striking keys on the mechanical and acoustic emission
computer keyboards to begin data acquisition. For the specimens which had a stable
postbuckling behavior, the cylinder was loaded until either the mode shape no longer
changed or until substantial fracture of the specimen was observed. Loading was halted
immediately after fracture for the specimens which exhibited an unstable postbuckling
behavior.
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Photographsof thefailed cylinders were taken prior to unloading the specimen. If
the specimen contained out-of-plane deformations, a paint pen was used to trace the ridges
in the deformation pattern. These ridges were formed either where the cylinder made the
transition from cylindrical to buckled regions, or where two deformation regions interacted
as shown in Figure 6.3. After drawing, the specimens were unloaded and the cylinder was
removed from the testing machine.
end plate
postbuckling
paint pen
markings
end plate ]
Figure 6.3: Typical buckled mode shape of [+_30] cylinders.
In several cases, the [:t:30] cylinders were buckled multiple times to determine
behavior of filament-wound shells to low-cycle buckling fatigue. The procedure for these
experiments was nearly identical to that described previously with the following exception.
As soon as the maximum load was reached, the testing machine was stopped to limit the
amount of postbuckling damage. This procedure was repeated ten times while monitoring
the LVDTs, loads, strains, and acoustic emission. Photographs were taken and
deformations were sketched on the cylinder prior to unloading the first and after the tenth
cycles. The tenth loading cycle was typically extended until the cylinder was well within
the postbuckling regime.
6.3 Data Reduction
The calculations required to obtain the mechanical and acoustic emission parameters
from the measured quantities are discussed in the following section. The quantities
measured during the compression tests include the voltages from the LVDTs, strains from
each strain gage, percentage of the full-scale load-cell range, voltages from the transversely
mounted LVDT, and many acoustic emission parameters. The conversion of these
quantities into the stiffness, buckling or fracture load, end-shortening displacement at
buckling, transverse displacement, and global swain values were accomplished using Lotus
123, a spreadsheet computer program. Many of the acoustic emission parameters were
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computedwithin the Locan-AT systemand will not be describedhere; however, the
binning process usedto examine the statistical behavior of the acoustic responseis
describedin Section6.3.2. An excellentdescriptionof themethodsusedto determinethe
energy,counts,amplitude,and frequencyof the acousticemissionsis given in Pollock
[24].
6.3.1 Mechanical Data
The calculation of the calibration constants and displacements from the measured
LVDT voltages is the same for the compression tests as for the thickness distribution
testing described previously. The average of the calibration constants for the spring-loaded
LVDT, measured during the thickness testing, was used for the compression testing. The
average displacement measured by the three axially-located LVDTs was computed and used
as the average end-shortening displacement for subsequent calculations.
Loads, measured by the load cells in the Tinius-Olsen testing machine, are recorded
by a pen on the chart recorder. The chart recorder was calibrated so that its position was
linearly related to the percentage of the full-scale load range for each load cell. A
potentiometer was mounted to the pen drive mechanism and output from this device was
calibrated so that the data-acquisition system also recorded the percentage of the full scale
load. Consequently, to covert these values to the load on the specimen, the stored numbers
were divided by 100 and multiplied by the value of the full-scale load. Often the load
reading at the start of the test was not zero. To compensate for this inaccuracy, each
subsequent value of load was shifted by this null-load value after testing. The stress on the
specimen was computed from the load and the cross-sectional area of the specimen using
the micrometer thickness value. The maximum measured load was considered to be the
failure load; likewise, the average end-shortening displacement at the maximum load was
considered to be the end-shortening displacement at failure. During many tests, noise in
the load measurement was observed as sharp drops in the measured load.
The LabTech Notebook software was programmed with the gage factors necessary
for the conversion of the Wheatstone Bridge voltages into strain values. As with the load
cell data, the strain-gage data often indicated a strain when no load had been applied to the
specimen. This strain value was subtracted from the corresponding data and the
circumferential, hoop, and shear strains were calculated. Since the strain gages were
usually placed on either a crossover band or on a laminated-shell region, the measured
strains can not be related to the effective laminate Young's modulus due to the non-zero
bending-extension coupling stiffnesses in these regions.
The stiffness of the cylinder was computed from the slope of the load versus
average end-shortening displacement curve. Often, this curve was non-linear at the
beginning of the test and near the maximum load, as shown in Figure 6.4. The initial linear
region was used to compute the stiffness for each cylinder. When the compression
specimen was buckled multiple times, the stiffness, buckling load, end-shortening
displacement at buckling, and local strains were computed for each loading cycle to
determine degradation in performance with repeated buckling.
6.3.2 Acoustic Emission Data
The conversion of the electronic signal from the acoustic emission transducer into
parameters such as counts, energy, amplitude, and frequency were computed by the Locan-
AT prior to storage on the hard drive. Each acoustic event was similarly handled and
stored during the compression test. Binning, a common technique used to statistically
examine acoustic emission data, was performed on the counts and energy parameters.
When the data is binned, each parameter is summed over a short period of time.
Consequently, acoustic events which occur in rapid succession are combined without a
major reduction in the type of information presented. A Fortran computer program was
written to bin the acoustic emission data recorded on all three channels during the
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Figure 6.4: Typical load/end-shortening displacement plot.
compressive-buckling tests using a bin size of 0.16 see. When the compression specimen
was buckled multiple times, the acoustic emission data was binned for each loading cycle to
examine the degradation in performance.
6.4 Results and Discussion
Many parameters are required to completely describe the manufacturing, quality,
and compressive performance of thin filament-wound cylinders. The relationships between
the manufacturing and quality parameters have been discussed in the previous chapters.
The following discussion of the compressive results has been divided into the seven
experimental programs: In-Plane Crossover-Band Spacing, Mandrel Material, Cylinder
Scale, Symmetry of the Laminated-Shell Regions, Winding Sequence, Through-the-
Thickness Crossover-Band Location, and Heated Winding.
6.4.1 In-Plane Crossover-Band Spacing
The objective of this study was to examine the effects of the in-plane circumferential
crossover-band spacing on the compressive response. Each specimen was wound on a 57-
mm diameter mandrel with a winding sequence of [+30] and cured with the shrink-tape
technique. The number of circuits per pattern was varied to produce crossover-band
spacings of 155, 76, 51, 30, 14, and 6.9 mm.
During testing, each specimen behaved in the same general fashion. As the
specimens were loaded, they shortened in a linear fashion without appreciable bending.
Some minor cracking was heard during the early stages of testing which increased with the
load until buckling occurred. When the shell buckled, a loud pop was heard which
corresponded to the appearance of the out-of-plane displacements and a sharp drop in load.
Typically, the buckled mode shape consisted of diamond-shaped regions uniformly
distributed around the circumference of the shell, as shown in Figure 6.5. The main ring
of diamonds was centered along the mid-length of the cylinder and was approximately half
of the cylinder in height. Each diamond was oriented with the corners pointing to the
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machinedends of the specimenwith the widest section deformed inward. In several
specimens, the regions between the main ring. of diamonds and the end plates also
contained diamond-shaped, out-of-plane deformauons. These diamonds were typically not
uniform from top to bottom due to the constraint caused by the clamped edge.
Figure 6.5: Typical buckling mode of [+30] filament-wound cylinders.
Although most specimens buckled and postbuckled in the same shape, the pattern
of helical and circumferential-crossover bands did affect the compressive behavior. The
regions of the buckled cylinder with the smallest radius of curvature, the edges and corners
of the diamonds, are parallel to the winding angle, as is evident in Figure 6.5. Each edge
was approximately one tow width away from the helical-crossover bands. Where the
winding pattern was either smaller or larger than the buckled mode shape, the edges of the
buckled diamonds are also aligned with the winding pattern; however, one buckled
diamond often contained several laminated-shell regions.
The most striking exception to these observations occurred with Specimen
011692A which has a circumferential crossover-band spacing of 155 mm. This specimen
contained several small diamond-shaped buckled regions which paralleled both sides of the
helical-crossover bands, as shown in Figure 6.6. The regions far from the crossover
bands did not contain out-of-plane deformations. Although the load-end shortening
response for Specimen 011692B is nearly the same, this specimen buckled like the other
winding patterns. One possible explanation for this behavior is indicated by the range of
the geometric imperfection. This quality measure indicates that Specimen 011692A is
much more non-cylindrical than other compression specimens in this study.
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Figure6.6: Buckled shape of Specimen 011692A.
When the specimens were postbuckled, the out-of-plane displacements increased in
a stable fashion and additional cracking was heard as the out-of-plane regions began to
interact. After the initial drop in load, the load increased slightly which continued until
substantial cracks were induced. Very little coalescence of the buckling modes, ie. out-of-
plane displacements associated with one buckling mode combining to form a different
postbuckling mode, was observed. Visible cracks were observed in the regions between
the buckling diamonds where the radius of curvature of the buckling mode was small.
During unloading, the regions with out-of-plane deformations slowly diminished until the
cylinder snapped back to its original shape. As with the initial buckling response, a loud
pop was heard as the cylinder returned to its original conformation.
Four specimens in this experimental program were instrumented with strain gages
to investigate the local deformation behavior of the shells during the prebuckling, buckling,
and postbuckling stages of the experiment. The first instrumented specimen (062591B)
was used to examine the variation of strain within one triangular region. The specimen was
instrumented with Micro-Measurements model EA-06-062ED-120 gages using standard
surface preparation and bonding techniques. Strain-gage position number 1 was located on
a circumferential-crossover band and was aligned at +30 °. Gages in position 3 were
aligned at -30 ° and were placed on top of a helical-crossover band. Positions 2 and 4 were
located at the centroid of neighboring triangular shell regions, as shown in Figure 6.7.
Surprisingly, Positions 1 and 2 exhibited nearly the same compressive strains throughout
the test. When the buckling mode was examined, these positions were located in the same
general region of one buckling diamond, as shown in Figure 6.7. Position 3 was located
near one edge of a buckled diamond and exhibited the largest compressive strain. Although
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Position4 is at the same general location as Position 2, the swain was smaller throughout
the test. Position 4 is closer to the clamped edge of the cylinder which could explain this
behavior. In each case, the compressive strains do not change sign during the experiment,
as shown in Figure 6.8. The magnitude of the bending strains follows the same trends as
the compressive strains; however, in each case the bending strains change sign after
buckling. This indicates that the prebuckling and postbuckling shapes are different in these
locations on the cylinder.
strain gages \ /0 ° reference
V _ZT_ "V _ _
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Figure 6.7: Buckled mode shape and strain-gage locations for Specimen 062591B.
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Figure 6.8: Axial compressive strains in Specimen 06259 lB.
The final three specimens which were instrumented with strain gages, utilized long
gage-length rosettes to measure the complete state of strain; Micro-Measurements model
CEA-06-125UW-120. Specimen 062091 had rosettes located at the centroid of two
laminated-shell regions placed 180 ° apart. Longitudinal and transverse compression strains
were similar for the two positions. After buckling, the compressive strains maintained their
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prebuckling sign which indicatesa similarity in shape before and after buckling. The
longitudinal bending strains for both positions were quite small in the prebuckling regime.
Transversebending strainswere largerinmagnitude than thelongitudinalstrainsand differ
insign. Consequently, sincethe transversebending strainswere differenton the opposite
sidesof thecylinder,the shape of the cylinderwas not axisymmctric priortobuckling.
Specimens 063091A and 070191A were instrumented with strain-gagerosettesat
only one positionsincethecrossover-bandspacingof thesecylinderswas very small. The
long gage lengthof the straingages effectivelyintegratestheinfluenceof severalhelicaland
circumferential-crossoverbands. The compressive strainbehavior of thesespecimens was
very similar,as shown inFigure 6.9. The sharp verticalinesin theseplotsindicateeithcr
buckling or the formation of cracks during postbuckling. The bending strainbehavior of
Specimens 063091A and 070191A differed considerably, as shown in Figure 6.10.
Specimen 063091A exhibitedvery littlelongitudinalbending which changed sign after
buckling and grew quitelarge. The longitudinalbending strainsof Specimen 070191A
were alsosmallerthanthe transversebending strains;however, the directionof curvatureat
this position in this specimen remained the same after buckling.
The behavior of the in-plane crossover location specimens was also examined by
buckling selected specimens several times. Specimens 062091, 062191A, and 011692A
were loaded just beyond buckling and then unloaded nine times while monitoring the load,
end-shortening displacements, and strains on the specimens. Each specimen was then
loaded well beyond the buckling load to observe the behavior of each cylinder in the
postbuckling regime. In all cases, the buckling load dropped significantly from the first
cycle to the second. The buckling load continued to drop in decreasing amounts with each
cycle until the third or forth cycle, as shown in Figure 6.11. Reductions in the end-
shortening displacement at buckling and stiffness with the buckling cycle, shown in
Figures 6.12 and 6.13 respectively, are typically smaller than those seen in the buckling
loads. The increase in the end-shortening displacement at buckling for the first three
loading cycles of Specimen 011692A maybe caused either by bending or movement of the
cylinder in the Cerrobend®. In each case, irrecoverable damage is induced in the filament-
wound cylinder during buckling. Damage is also induced in subsequent buckling events;
however, the additional increment in damage is much smaller and will even disappear after
several cycles.
Results from the acoustic-emission testing support the previously made arguments
regarding the reduction in performance during multiple buckling cycles. Specimen
062191A was loaded ten times while monitoring acoustic emission; whereas, Specimen
062191B was only loaded once. The first loading cycle of Specimen 062191A shows
some damage occurring prior to buckling; however, the vast majority of damage was
induced at the buckling load and in the initial portion of the postbuckling regime, as shown
in Figure 6.14. Subsequent loading cycles showed very little damage. Examination of
loading cycles 2 through 9 suggests that buckling also induced an ultrasonic acoustic event
in addition to the loud pop heard during testing. In both specimens, the majority of damage
occurred during the postbuckling phase of the experiment.
When the compressive response of each specimen was examined with respect to the
quantifiable quality parameters, no clear correlations were observed. This result is
expected since each specimen was manufactured with identical curing procedures;
however, the lack of correlation with the range of the geometric imperfection was
unexpected. As the fiber-volume content increased, the buckling strain decreased slightly.
A corresponding increase in stiffness was observed for these specimens; however, the
amount of scatter for this comparison was quite large as shown in Table 6.2.
Several trends were observed when the buckling load, stiffness, and end-
shortening displacement at buckling were examined in terms of the manufacturing
parameters. The most dramatic trend in these results was observed when the buckling
stress was compared to the circumferential crossover-band spacing. Since the crossover
bands contain curved fibers which alter the in-plane and bending stiffnesses of the
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Table6.2: Compression results for the In-Plane Crossover-Band Spacing
experimental program.
Circumferential End Short. Buckling Number of
Cylinder Crossover Band Stiffness Displ.@ Buck. Stress Circum.
Number Spacing (mm) (xl0A-3 N/m) (mm) (MPa) Waves
061991A 76.2 3.82 0.252 103 4
061991B 76.2 3.13 0.287 82.5 5
062091 76.2 4.47 0.188 79.7* 4
062191A 50.8 3.63 0.212 90.5* 6
062191B 50.8 3.84 0.203 86.1 6
062291A 30.5 3.61 0.206 94.6 6
062291B 30.5 2.99 -- 87.5 5
062491A 30.5 4.96 0.148 89.8 5
062491B 30.5 3.87 0.167 72.3 5
062591A 30.5 3.64 0.195 82.9 5
062591B 30.5 3.59 0.189 73.4 5
063091A 14.2 5.01 0.252 81.4 5
063091B 14.2 3.70 0.231 87.1 5
070191A 6.86 4.06 0.252 105 5
070191B 6.86 3.29 0.312 108 5
011692A 155 3.92 0.235 84.1" --
011692B 155 4.17 0.223 92.3 6
* first load cycle
laminate, the compressive response should depend on the number of crossovers within a
specimen. As the length divided by the circumferential crossover-band spacing increased,
(the number of crossovers in the specimen decreases) the buckling stress decreased initially
and then rose, as shown in Figure 6.15. The mode number shown in this figure
corresponds to the number of circumferential waves in the observed buckled shape. The
buckling stress was smallest when the diamond shaped regions of the winding pattern and
buckling mode coincided (i.e. when w = 30 mm). When the winding pattern was much
smaller than the buckling mode, the buckling stress was 30 percent greater than when the
winding and buckling patterns were the same size. A 15 percent increase in buckling stress
was observed as the crossover-band spacing increased. Similar trends were observed
when the end-shortening displacements at buckling were compared to the winding pattern.
No clear correlation was observed between the winding pattern and the effective axial
stiffness of the cylinder.
6.4.2 Mandrel Material
Mandrel material can affect filament-wound cylinders by changing the level of
residual stress induced in the material and the pressure on the inner surface of the cylinder
during cure. Cylinder 062191 was wound and cured on an aluminum mandrel while
Cylinder 062391 was wound and cured with the same manufacturing parameters on a steel
mandrel. When the load/end-shortening displacement behavior and buckling mode shapes
were examined, little difference in the two cylinders was observed.
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Specimen 062391A was instrumented with strain gages located at the centroid of
the each wound triangle around the circumference of the specimen. Micro-Measurements
model CEA-06-125UR-120 gages were used at each location and were numbered
sequentially around the circumference. The initial third of the loading range of this
specimen exhibited a great deal of non-linear compressive strain behavior, as shown in
Figure 6.16, which was also observed in the load-end shortening behavior. After this
portion of the experiment, the slopes of the compressive strain lines were the same up to
buckling which indicates that the specimen was loaded uniformly around the
circumference. This non-linearity was thought to be caused by uneven potting of the
cylinder in the Cerrobend ®. The bending strains, shown in Figure 6.17, do not exhibit the
initial non-linear behavior, however, the differing signs and slopes of the strains indicate
that the amount of bending in the specimen depended on circumferential position. The
bending strain behavior was relatively linear up to buckling with the exception of position
number 1. The bending strains in this location changed sign prior to global instability.
This behavior was expected since these shells exhibit extension-bending coupling behavior
arising from the antisymmetry of the laminated shell and non-membrane prebuckling
deformations. Only Positions 1, 2, and 6, which are located on one side of the specimen,
changed sign after buckling.
Both specimens manufactured with the steel mandrel were buckled ten times to
investigate their low-cycle fatigue behavior. Specimen 062391A responded very similarly
to the 57-mm diameter specimens discussed in Section 6.4.1. The continued decrease in
buckling load observed in Specimen 062391B was caused by the damage induced in the
specimen since loading was not halted immediately after buckling. When the load history
included moderate postbuckling deformations, the amount of induced damage was larger
for each loading cycle with corresponding decreases in the stiffness, end-shortening
displacement at buckling, and buckling load.
Examination of the compressive performance parameters, shown in Table 6.3 for
the first load cycle, exhibited no trends in the buckling strains; however the stiffness and
buckling stress of the specimens manufactured on the steel mandrel were slightly lower.
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These differences may be caused by the fiber volume fraction of the two cylinders. Based
on this study, the global stiffness and buckling load of a filament-wound cylinder does not
depend on the type of mandrel material used to manufacture the cylinder.
6.4.3 Cylinder Scale
In this study, four combinations of cylinder diameter and thickness were used to
examine the effects of scale on the compressive performance. The first comparison
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Table 6.3: Compression results for the Mandrel Material experimental program.
Cylinder Mandrel End Short. Buckling Number of
Number Material Stiffness Displ.@ Buck. Stress Circum.
(x 10 A-3 N/m) (mm) (MPa) Waves
062191A Aluminum 3.63 0.212 90.5* 6
062191B Aluminum 3.84 0.203 86.1 6
062391A Steel 3.50 0.162 79.6* 4
062391B Steel 3.22 0.264 85.1 * 5
* first load cycle
involved examining the response of [+30] cylinders wound on the 57-ram and 152-mm
diameter mandrels. The second comparison was used to investigate the effects of thickness
on multi-layered cylinders.
Cylinders 081291 and 030692 were manufactured with the 152-mm diameter
mandrel and wound with a [+30] winding sequence with one circumferential-crossover
band in the gage length of the specimen. Like the 57-mm diameter [-t-30] cylinders, these
specimens responded linearly until the buckling load was reached. The load then
immediately dropped and remained relatively constant in the initial postbuckling regime.
Buckled shapes of the 152-mm diameter specimens, shown in Figure 6.18, contained the
same diamond-shaped regions as their smaller counterparts; however, the number of
diamonds was typically eight compared to five for the small-diameter cylinders. Another
difference in the buckled-mode shape involved the rows of buckled diamonds near the ends
of the specimens. These diamonds were much smaller and were quite deformed on the 57-
mm diameter specimens; while, the regions were nearly identical to the center row of
diamonds for the 152-mm diameter specimens. Damage initiation in the 152-mm diameter
specimens required more extensive end-shortening displacement which was expected since
the curvature within the buckled displacements was substantially less than observed in the
smaller cylinders.
Specimen 030692B was buckled ten times to compare the accumulation of damage
during buckling and its affect on the buckling load, strain, and the cylinder stiffness to the
small-diameter cylinders. Since the internal energy level at buckling was much lower in the
large-diameter specimens, the testing machine could be stopped faster which resulted in
less postbuckling damage. Consequently, no appreciable degradation in the buckling load
was observed after the first loading cycle.
The acoustic-emissions system was used to monitor each 152-mm diameter
specimen during testing. Although Specimens 061991A, 061991B, and 062091 were not
monitored acoustically, the large cylinders responded similarly to other 57-mm diameter
specimens used for the In-Plane Crossover-Band Spacing experimental program. As
observed with the audible cracking, the large-diameter cylinders seemed to be less damaged
in the prebuckling, buckling, and initial postbuckling regimes, as shown in Figure 6.19.
The geometry of the 152-mm diameter specimens was designed so that the radius-
to-length ratio was similar to the 57-mm diameter specimens. The radius-to-thickness and
length-to-thickness ratios of the large specimens were approximately 2.6 times larger than
the small specimens. The difference in scale did not affect the axial stiffness of the
specimens; however, the buckling stress and end-shortening displacement at buckling were
approximately one order of magnitude smaller for the large specimens, as shown in Table
6.4. When the manufacturing and quality parameters were examined to determine the cause
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Figure6.18: Buckled mode shapeof Specimen030692A; typical of the 152-mm
diameter,[+30] specimens.
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Figure 6.19: Acoustic energy of Specimen 030692B.
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for these reductions in performance, no major causes were found. The standard deviation
of the thickness distribution measured with the LVDT technique was much smaller for the
152-mm diameter specimens compared to Specimens 061991A, 061991B, and 062091;
however, these values were similar to other 57-mm diameter specimens. Differences in the
length-to-circumferential crossover-band spacing ratio between the two sizes of specimens
was considered to be insignificant based on the findings of the In-Plane Crossover-Band
Spacing experiment. Consequently, the differences in performance were attributed to the
scale of the cylinder.
Table 6.4: Compression results for the Cylinder Scale experimental program.
Cylinder Winding End Short. Failure
Number Sequence t/r Stiffness Displ.@ Buck. Stress
(%) (x 10A-3 N/m) (mm) (MPa)
061991A [+30] 1.6 3.82 0.252 103
061991B [+30] 1.7 3.13 0.287 82.5
062091 [+30] 1.5 4.47 0.188 79.7*
081291A [+30] 0.66 5.25 0.103 22.3
081291B [+30] 0.63 4.59 0.128 24.5
030692A [+30] 0.60 4.97 0.144 26.1
030692B [+30] 0.60 4.71 0.171 26.5*
121490 [90/+..30]as 1.4 .... 202
122990 [90/+30]as 1.8 .... 268
010891 [+30/90]_ 1.9 .... 272
022591 [0_60]as 1.9 .... 234
010191 [903/+303]as 5.7 .... 336
030991 [+303/903]as 5.4 .... 303
053091 [03/+603 ]as 5.3 .... 264
* In'st load cycle
In conclusion, increasing the scale of a filament-wound cylinder by increasing the
diameter, while maintaining the thickness, length, and winding parameters, induced four
major changes in the compressive performance. First, the larger-diameter cylinders
typically had more diamond-shaped buckling modes around the circumference. Second,
those deformed regions next to the ends of the specimen were more developed on the large-
diameter cylinders and look more like those in the center of the specimen. The third and
fourth differences in performance were the smaller end-shortening displacement at buckling
and buckling loads, respectively. Each of these differences in compressive performance
was a result of the changes in the diameter of the cylinder, not the manufacturing
procedures or quality of the specimen.
The second scaling experiment involved cylinders wound with more than one
winding angle and six or eighteen plies. Cylinders 121490, 122990, 010891, and 022591
were wound with six layers and the same curing technique. Similarly, the eighteen-ply
cylinders consisted of winding three layers of material in place of each ply in the six-ply
cylinders. This method of scaling was necessary since helical winding cannot produce
layers wound at +l] and -1_ separately.
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Most of thesespecimensweretestedvery early in this researchprogramand the
axial LVDTs werenot used. A discussionof theproceduresusedto perform thesetests
wasreportedby Hipp [14]. Thebehaviorof both thesix andeighteen-plycylinderswas
very differentfrom eitherdiameterof the[+30] specimens.Thesix-ply specimensemitted
somecracking noisesasthe cylinder was loadedwith morenoise beingemitted asthe
maximum load was approached.After the specimenfailed, there wasno evidenceof
buckling displacements;rather, a fracture was observedwhich circumnavigated the
cylinder. When the video-taperecordingwas reviewed, the fracture seemedto appear
instantaneously. In eachcase,negligible post-failurestrengthwasobserved. In some
respects,the eighteen-plycylinders respondedin a similar fashion. Many crackswere
heardprior to theultimateload, nobuckling deformationswereobserved,andvery little
post-failurestrengthwasrecorded.
Sincethecylindersdid not exhibit a stablepostbucklingbehavioranddue to the
testingproceduresof Hipp [14], thesix andeighteen-plyspecimenscanonly becompared
basedon their ultimateloadsandfracturepatterns.In eachcase,thefracturepatternswere
substantiallydifferent for the different thicknesses.Cylinders 121490and 122990were
manufacturedwith a[90/-2-_302/90]windingsequencewith stackedcrossover-bandspacings
of 34and30mm,respectively.Thevisibledamagein Cylinder 121490wascontainedin a
verynarrowregionaroundapproximatelytwo-thirdsof thespecimenandwasvisibleatthe
samelocationon theinsideandoutsidesurfacesof thecylinder, asshownin Figure6.20.
Theremainingportionof thefracturewasorientedat approximately45° to the longitudinal
axisof the cylinder. Cylinder 122990containedmorevisible damagethan theprevious
specimenand only half of the cylinder containeda circumferentially-oriented crack.
Examinationof the inner surfacerevealedthat the fracturepasseddirectly through the
thicknessof the specimen.The outerhooplayersweredelaminatedin theregion of the
circumferentialfracturewhichrevealedthatthefracturecoincidedwith a circumferential-
crossoverband. Although the visual quality of both cylinders was nearly the same,
Cylinder 122990failed at a largerbuckling stresswhich may have beencausedby the
smallercrossover-bandspacing.
Cylinder 010191,the eighteen-plyequivalent to Cylinders 121490and 122990,
failed in averydifferent fashion. The fracture in this specimen ran through the thickness of
the cylinder; however, the damaged zones around the fracture were much wider than the
six-ply specimens and were oriented in V-shaped bands which spanned the entire length of
the specimen, as shown in Figure 6.21. The extent of damage and orientation of the
fractures in the six and eighteen-ply specimens, indicated different failure mechanisms.
The localized damage in the six-ply specimens was probably the result of a buckling
induced instability which immediately induced a fracture which propagated around the
cylinder. A compression failure mode is proposed as the cause of failure of the eighteen-
ply specimen.
Cylinders 010891 and 030991 were wound with +30 ° plies on the inside and
outside surfaces and contained 90 ° layers on the interior of the laminate. Response of these
specimens was similar to the previous six and eighteen-ply cylinders; however, the fracture
pattern was quite different. The width of the damage zone for Cylinder 010891 was quite
large with many splits and delaminations in the inner and outer layers oriented in the fiber
direction. Approximately 50 percent of the fracture was located on either a circumferential
or helical-crossover band with fractures extending into the laminated shell regions. As with
the previous six-ply cylinders, failure probably began as an instability of the shell which
initiated a fracture which quickly propagated through the specimen.
The fracture pattern of Cylinder 030991 was aligned with the helical-crossover
bands and often accompanied by delaminations but not splitting of the laminated-shell
regions, as shown in Figure 6.22. Only approximately half of the fracture was aligned on
the inner and outer surfaces unlike the six-ply specimen. In several areas, the
delaminations were examined and found to exist at the interface between the helical and
hoop layers. The failure progression in this specimen probably began with a delamination
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Figure 6.20: Fracture pattern of Cylinders a) 121490 and b) 122990.
which quickly caused a fracture to propagate through the helical layers in the neighborhood
of the undulating fibers. Since only one drop in load was observed, the hoop layers
probably did not fracture.
The final winding configuration used for the thickness scaling comparison,
consisted of layers wound at 0 ° and +60 ° to produce Cylinders 022591 and 053091. The
behavior of Cylinder 022591 was similar to the other six-ply specimens since no out-of-
plane displacements were observed and no post-failure strength was measured. The
fracture progressed around the cylinder along a circumferential path and was located at
approximately the same position on the inner and outer surfaces. The size of the damage
zone was similar to Cylinder 010891, however, the actual fracture was very narrow and the
visible damage was caused by splitting and delamination of the 0 ° layers. When the
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delaminations were examined, the surface of the +60 ° layer could be observed and a
circumferential-crossover band was located directly under the fracture. No damage was
observed in the +60 ° layers.
Failure of Cylinder 053091 exhibited some similarities to the previous eighteen-ply
cylinders and Cylinder 022591. More audible cracking was observed durin.g the test with
many of the events seeming to have a longer duration than in previous specimens. When
the maximum load was reached, there was a sharp drop in load as before; however, the
cylinder still supported approximately 30 percent of the maximum load. This is in contrast
to the other six and eighteen-ply specimens which exhibited no post-failure strength. The
entire interior and exterior surfaces of the failed specimen were covered with many
longitudinal splits and delaminations. As with Cylinder 022591, the delaminations existed
between the axial and helical layers and often extended into the potted end of the specimen,
as shown in Figure 6.23. Few circumferential cracks were observed in the 0 ° layers on
either the inner or outer surfaces. The failure sequence of this specimen was clearly
delamination followed by sublaminate (0 ° layers) buckling.
In conclusion, when the scale of a filament-wound cylinder is changed by
increasing its thickness while maintaining the same diameter, length, and winding
parameters, two changes in the compressive performance were observed. First, the
maximum stress obtained in the specimen was greater for the thicker specimens. This
increase in performance was caused by a change in the failure mode of the specimen. In
each case, the thin specimens probably buckled then immediately fractured. The thick
specimens failed due to a combination of compressive stresses, shearing stresses,
delaminations, and sublaminate buckling.
6.4.4 Symmetry of the Laminated-Shell Re_ons
In this study, the influence of symmetry of the laminated-shell regions was
investigated with cylinders wound with two plies of +30 ° material. Cylinders 012092 and
021192 were manufactured with three circumferential-crossover bands in each specimen
with antisymmetric and symmetric laminated-shell regions, respectively. The compressive
behavior of these cylinders was quite different from the previously discussed specimens.
As the specimens were loaded, the material emitted cracking sounds which built in intensity
and frequency until the maximum load was reached. At this point, the specimens buckled
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Figure 6.22: Fractures of a) six and b) eighteen-ply specimens with helical layers on the
outer surfaces of the cylinder.
abruptly and the load dropped substantially. The ratio of postbuckling strength to
maximum load for these specimens is smaller than the other +30 ° cylinders, and much
larger than the six and eighteen-ply specimens.
The buckled mode shape for most of the symmetric and antisymmetric specimens
consisted of a single row of diamond shaped regions which were closer to one end. The
regions were often distorted near the potted portion of each specimens, however, the
diamonds were uniformly distributed around the circumference of the specimen. Specimen
012092A buckled at the center of the cylinder with a mode shape which closely resembled
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Fractures of a) six and b) eighteen-ply specimens manufactured with 0 °
layers on the inner an outer surfaces of the cylinder and +60 ° layers in the
interior.
the 57-mm diameter, [+30], specimens with three circumferential-crossover bands shown
in Figure 6.5. At buckling, fractures appeared in each specimen in the region of largest
bending curvature, but were quickly arrested.
Specimen 012092A was interrogated with the spring loaded LVDT used for the
thickness and geometry testing. The LVDT was aligned so that it pointed in the radial
direction at the centroid of a laminated shell region. During testing, this location began to
move outward until approximately one-fourth of the maximum load was reached, as shown
in Figure 6.24. This point then began to move towards the center of the cylinder. At
approximately 50 percent of the maximum load, the point again changed direction and
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continuedto expand outward until the buckling load was reached. An inward displacement
was observed after buckling.
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Figure 6.24: Transverse displacement of Specimen 012092A.
Strain-gage rosettes, Micro-Measurements model EA-06-125RA-120, were
mounted back to back on Specimens 021192A and 012092A to measure the local strains at
three locations during loading. The first position was located on the middle
circumferential-crossover band equidistant from the helical-crossover bands. The second
location was directly above the first at the centroid of the winding diamond. The last
location was at the intersection of the middle circumferential-crossover band and two
helical-crossover bands.
When the compressive performance parameters were examined, the stiffness, end-
shortening displacement at buckling, and buckling stress are nearly identical for both types
of specimens, as shown in Table 6.5. The greatest difference in performance was the state
of strain measured at the intersection of the two helical and central circumferential-
crossover bands. The axial bending swain in the antisymmetric specimen was much larger
than in the symmetric specimen. When the strain gages located at the centroid of the
laminated-shell regions were compared, the axial bending strain in both winding
configurations was nearly zero. These results were surprising since the antisymmetric
laminated-shell regions should exhibit bending strains which arise from the coupling
behavior of the shell.
The conclusions which can be drawn from this investigation were somewhat
surprising. For filament-wound cylinders with identical crossover-band spacings, location
through the thickness, and similar quality levels, the effects of symmetry in the laminated-
shell regions was negligible with regards to the global performance of the cylinder.
Limited evidence indicates that local strains prior to buckling may differ between the two
configurations; although, the amount of bending strain in the laminated-shell region of the
antisymmetric specimen was much smaller than expected.
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Table6.5: Compressionresults for the Symmetryof the Laminated-ShellRegions
experimentalprogram.
Cylinder Winding EndShort. Buckling Numberof
Number Sequence Stiffness Displ.@ Buck. Stress Circum.(xl0A-3 N/m) (mm) (MPa) Waves
021192A [+30]s 5.64 0.806 116 6
021192B [+30]s 8.00 0.728 126 6
012092A [+30]as 6.67 0.844 116 5
012092B [+30ks 7.76 0.724 118 6
6,4,5 Winding Sequence
The objective of this experiment was to investigate the effects of changing the
sequence of layers on the quality and performance of filament-wound cylinders. Four
specimens, Cylinders 122990, 010891, 010191, and 030991, were manufactured with
[90n/!-_30n/-&30n/90n] and [+30n/90n/90n/+30n] winding sequences in either six or eighteen-
ply configurations (values of n of either 1 or 3). The behavior of each cylinder was
discussed in Section 6.4.3: the compression results are listed again in Table 6.6 for
completeness.
Table 6.6: Compression results for the Winding Sequence experimental program.
Cylinder Winding Maximum Circumferential
Number Sequence t/r Stress Crossover Band
(%) (MPa) Spacing (mm)
122990 [90/+30]as 1.8 268 29.7
010891 [+30/90]as 1.9 272 29.7
010191 [903/+303]as 5.7 336 31.2
030991 [+303/903]as 5.4 303 31.8
It has been shown that the bending strains at some locations in the cylinder can
change sign during buckling; this corresponds to a change in curvature of the undeformed
surface from convex to concave or vice versa. Cylinder 010891 had a lower bending
stiffness in the circumferential direction than Cylinder 122990 and may have stored more
energy in the form of prebuckling deformations. This difference may have been sufficient
to alter the buckling load. The most drastic difference in performance of the six-ply
cylinders was the fracture behavior. The exterior hoop layers in Cylinder 122990
prevented visible delaminations and seemed to constrain the fracture to the circumferential
direction better than when helical layers were wound on the outside surfaces of the
laminate. This observation was similar to the design recommendation made by Card [6].
Hoop-wound layers also constrained damage to a smaller area when the fracture
patterns of Cylinders 010191 and 030991 were compared. When +30 ° layers were placed
on the surface of the cylinder, the plies failed by a combination of shear failures along
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helical-crossoverbands and delamination of the helical layers from the hoop layers. The
failure stresses seemed to be better shared between the different types of layers when the
hoop layers were placed on the outside of the cylinder. The different failure mechanisms
observed in these specimens are the probable causes for the lower maximum stress
observed in Cylinder 030991 despite a better visual quality level.
6.4.6 Through-the-Thickness Crossover-Band Location
This experiment was designed to investigate the effects of through-the-thickness
crossover-band location on the compressive performance of filament-wound cylinders.
Three winding configurations were used to manufacture four cylinders: one cylinder with
stacked crossover bands, two cylinders with alternating bands of the same width, and one
cylinder with different crossover-band spacings. Each cylinder's load/end-shortening
behavior was similar with little difference in response of the three axial LVDTs and no
post-failure strength. Most specimens also exhibited some non-linear behavior near the
beginning of the test, as shown in Figure 6.25. The specimens initially responded linearly
until approximately 2 percent of the maximum load was reached at which time the smacmre
softened slightly and then stiffened. The non-linear portion of the response was typically
less than 10 percent of the total range of the cylinder's response.
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experimental program.
Strain-gage rosettes were mounted back to back on the inner and outer surfaces of
selected specimens at the center circumferential-crossover band, at the centroid of a
laminated shell region, and at the intersection of two helical-crossover bands. The non-
linear behavior observed with the LVDTs was not evident in the axial compression data
obtained with the strain-gage rosettes. Axial-compressive strains were linear to failure in
each case and the strain at the circumferential-crossover band was the smallest in
magnitude. Axial bending strains for the stacked specimen behaved non-linearly while the
other configurations did not. Trends in the transverse compression and bending strains,
were similar to the axial behavior.
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Acoustic emission data was recorded for each specimen in this experiment.
Audibly, crackscould be heardoccasionallyduring each test. Just prior to the final
fracture, the intensity and frequency of the somc and ultrasonic activity increased
dramatically. No discernibledifferencesin theacousticemissionresponsewasobserved
whichcouldberelatedto thethrough-the-thicknesscrossover-bandspacing.
Threedifferentlocationson thewindingpatternweremonitoredwith thetransverse
LVDT. Specimens012592A,013092A,013092B,and030592Bwereconfiguredwith the
LVDT locatedat thecentroidof a laminatedshellregionon theoutsidesurface;theLVDT
wasplacednearthe intersectionof two helical-crossoverbandson Specimens012592B,
030592A,and030992B;andtheLVDT wasplaceddirectly on top of the intersectionof
two helical-crossoverbandsonSpecimen030992A.Whentheresultswereexaminedwith
respectto eitherthe locationof theLVDT or thecrossoverbandsthroughthethickness,no
trends in the material responsewere evident. The LVDT responseoften varied
substantiallyfor thesamelocationandwindingpatternon different specimens.
The fracture locations are very consistent for the three laminate configurations. In
each case, the extent of splitting and delamination damage was quite similar. For the
specimens with the crossover bands stacked through the thickness, one circumferential
fracture was observed directly on top of the middle crossover band, as shown in Figure
6.26. Regions of damage in specimens with alternating crossover bands were the same on
the inner and outer cylinder surfaces and concentrated along either the inner or outer
circumferential-crossover bands with some transition regions, as shown in Figure 6.27.
The fractures observed in the specimens with the wide/narrow-winding configuration also
were concentrated on circumferential-crossover bands; however, the fracture jumped
between the crossover-band locations more often than when the crossover bands alternated
through the thickness, as shown in Figure 6.28.
0 o
LVDT
Figure 6.26: Typical fracture locations for the stacked crossover-band configuration.
When the compressive performance parameters were examined, several dramatic
results were observed when cylinders of equal visual quality were compared (Cylinders
012592, 030592, and 030992). The failure stress of the stacked crossover-band
configuration was the smallest of the configurations tested, as shown in Table 6.8. The
alternating configuration was stronger by 8.4 percent compared to the stacked
configuration; however, it was also 12.4 percent weaker than the wide/narrow
114
IXV/\_
X....
'X"X'
,/\'_/\V/\V/I
' 'x'T'fl,:
Figure 6.27: Typical fracture locations for the alternating crossover-band configuration.
LVDT
0 °
/ V v/,,/,x, ,Xv/X /,/A/VX /V /
%/ /V V A  V _'V V/V _/ /V
'?.X/X/X/r,
z2:t::ZE:z:_ S
Figure6.28: Typical fracture locations for the wide/narrow crossover-band
configuration.
configuration. End-shortening displacements at failure for the stacked configuration were
also lowest; although, the alternating and wide/narrow configurations were similar.
Cylinder stiffness values were quite consistent for each specimen.
One exception to these trends was apparent when the compression parameters of
Cylinder 013092 was compared to Cylinder 030592. Many tow twists were observed
while winding Cylinder 013092 which resulted in a visually unappealing surface.
Surprisingly, this cylinder buckled with a 10 percent larger stress than Cylinder 030592
which was wound and cured in the same manner. When the measured quality parameters
were examined, no consistent differences were observed between the two cylinders. The
cause for the improved performance was thought to arise from an increase in the bending
stiffness of the shell caused by the twisted tows. Cylinder 062491 (a 57-mm diameter
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Table6.8: Compressionresults for the Through-the-ThicknessCrossover-Band
Locationexperimentalprogram.
Cylinder T-T-T EndShort. Buckling
Number Configuration Stiffness Displ.@ Buck. Stress
(xl0A-3 N/m) (mm) (MPa)
Circumferential
CrossoverBand
Spacing(mm)
012592A stacked 11.3 1.43 222 82.8
012592B stacked 11.6 1.43 246 82.8
013092A alternating 11.4 1.73 275 82.8
013092B alternating 11.4 1.72 275 82.8
030592A alternating 12.9 1.36 250 82.8
030592B alternating 10.8 1.76 261 82.8
030992A wide/narrow 11.4 1.74 291 41.4/82.8
030992B wide/narrow 11.5 1.60 292 41.4/82.8
[+30] cylinder with a 30 mm circumferential crossover-band spacing) also contained many
twisted tows compared to Cylinder 062591; however, the difference in performance was
not as dramatic as with the large-diameter cylinder.
6,4,7 Heated Winding
Two cylinders were wound at an elevated temperature to investigate how the
improvements in quality which result from winding with a low viscosity resin to displace
air and improve consolidation, affect the compressive response. Cylinders 031092 and
031392 behaved similarly to the previously discussed [90/+302/90] and [+30/902/+30]
specimens. The non-linear end shortening behavior observed in the Through-the-
Thickness Crossover-Band Location experimental program was also observed in
Specimens 031092A and 031092B; however, this anomaly was absent in Specimens
031392A and 031392B which were cured with shrink tape. Each specimen exhibited very
little post-failure strength.
The major difference in behavior of these specimens, was the relative lack of
audible cracking during loading; especially for Specimens 031392A and 031392B. The
reduction in acoustic activity might be related to the microstructural quality of the composite
material. In the previously discussed cylinders, the laminates contained an appreciable
number of voids. These voids acted as microcrack initiation sites which could have caused
the acoustic events. Since the cylinders manufactured for this experiment had fewer voids,
they are less likely to microcrack prior to ultimate failure.
The fracture patterns which developed during testing were similar to those observed
in Cylinders 122990 and 011191. Each fracture was located at a circumferential crossover-
band location with little deviation in location. Several out-of-plane deformations were
observed in each specimen which straddled the fracture. These regions disappeared after
unloading which indicated they were buckling induced. This observation lends credence to
the hypothesis of buckling induced fracture as the failure mode for the six-ply cylinders.
Poor microstructural quality and/or thicker laminates might explain why these out-of-plane
displacements were not visible in the other six-ply specimens.
Specimen 031392B was instrumented with strain-gage rosettes which were aligned
vertically on the specimen. Since hoop layers were wound on the outside and inside
surfaces of this cylinder the helical-crossover bands could not be accurately located after
cure. Consequently, two rosettes were placed longitudinally at the centroid of laminated
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shellregionsandthethirdwasplaced on the circumferential-crossover band between them.
Unfortunately, several gages did not function properly during the experiment. Despite
these problems, the general trends in the strain-gage data were similar to the other six-ply
cylinders.
The transversely mounted LVDT was used during testing and exhibited similar
results as those mentioned in the previous section. The LVDT was located at the center of
Specimen 031092B, which corresponded to a circumferential-crossover band. LVDT
location with respect to the helical-crossover bands could not be determined due to the
presence of the inner and outer hoop layers.
Acoustic emission data was recorded for each specimen and also showed a relative
lack of activity compared to other six-ply specimens; however, no acoustic events were
recorded during the last three-quarters of the loading history of Specimen 031392B. This
was thought to be caused by ineffective coupling between the end plate and the transducer.
A high-speed video camera system was used to record the failure of this specimen. High
intensity lights were used to illuminate the specimen during testing which caused the
couplant to dry out prematurely.
Selected results from the compression testing are listed in Table 6.9. The lower
stiffness values observed in Specimens 031392A and 031392B was probably caused by
the smaller thicknesses of these specimens compared to Specimens 031092A and
031092B. The smaller wall thickness was also reflected in the end-shortening
displacement at failure of the shrink-tape cured specimens. Larger differences might have
been expected when the fiber volume fraction and the magnitude of the geometric
imperfections were examined; however, the imperfections observed in Cylinder 031092
were located in the resin rich layer on the outer surface which did not appreciably affect the
load carrying capabilities of the shell.
Table 6.9: Compression results for the Heated Winding experimental program.
Cylinder Pressurization End Short. Buckling
Number Method t/r Stiffness Displ.@ Buck. Stress
(%) (xl0A-3 N/m) (mm) (MPa)
03109ZA None 1.7 12.2 1.56 260
031092B None 1.8 12.3 1.51 268
031392A S.T.(4) 1.6 11.4 1.37 261
031392B S.T.(4) 1.6 12.1 1.34 273
Comparison of the compressive performance of these specimens with cold wound,
shrink-tape cured cylinders was difficult since different crossover-band spacings were
used. When the failure stresses of Specimens 010891, 012592A, and 012592B were
compared, a 14 percent reduction was observed which could be attributed to the crossover-
band spacing since the quality parameters of these cylinders were similar. If the crossover-
band spacing behavior of cylinders wound with [90/5:302/90 ] winding sequences is the
same as [+30/902/+30 ] cylinders, a failure stress of 231 MPa would be expected for the
specimens in this experiment. Since the average failure stress of Specimens 031092A,
031092B, 031392A and 031392B was 265 MPa, and the thickness of these specimens was
less than Cylinder 122990, filament winding at an elevated temperature seems to result in
an improvement in the compressive performance.
117
6.5 Conclusions
The compressive performance of thin filament-wound cylinders is strongly
dependent on several winding and curing parameters. These parameters include the
placement of crossover-bands in the plane of the cylinder and through the thickness, the
scale of the shell, sequence of plies, and the microstructural quality of the cured material.
When the in-plane crossover-band spacing is small or very large, the buckling load is larger
than when the winding pattern and buckling mode are of similar size. Relative placement
of the crossover bands through the thickness of a multi-layered cylinder also affects the
compressive behavior. If the circumferential-crossover bands are alternated through the
thickness, and if different circumferential crossover-band spacings are used in the helical
plies, improvements on the order of 20 percent can be obtained compared to a cylinder with
a stacked configuration.
The scale of the cylinder also has a strong influence on the compressive response.
Large diameter, thin cylinders buckle with little damage and large postbuckling strengths.
When the thickness is maintained and the diameter is decreased, the cylinders still buckle;
however, the induced damage level is greater and the postbuckling strength is smaller. As
the thickness increases, the response begins to exhibit more damage associated with
instability until buckling induces an immediate fracture which propagates through the
structure. Further increases in thickness result in a change from buckling induced fracture
to strength-type failure modes.
The sequence of layers and the use of an elevated winding temperature affects the
compressive performance of filament-wound cylinders by changing the amount of damage
before and during failure. Placing hoop-wound layers on the inner and outer surfaces of
the cylinders tends to constrain the damage induced at buckling to smaller regions than
when helical layers are placed on the outside of the laminate. If axial layers are used on the
inner and outer layers, the final failure location is dictated by crossover locations in the
helical plies. Winding at an elevated temperature was shown to reduce the void content and
thickness of filament-wound cylinders by displacing air during winding. The compressive
performance of these specimens exhibited less damage before final failure as observed by
audible and ultrasonic acoustic emission due to the improved microstructural quality.
Two manufacturing parameters were found to have little affect on the compressive
performance: mandrel material and symmetry of the laminated-shell regions. Changing the
mandrel material from aluminum to steel while maintaining the same manufacturing
procedures produced no noticeable changes in the compressive performance. Since helical
layers are antisymmetric, the coupling behavior of these regions was thought to affect the
compressive performance by altering the prebuckling behavior; however, the compressive
load was nearly the same when compared to cylinders wound with symmetric laminated-
shell regions.
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7.0 CLASSICAL BUCKLING
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AND STRENGTH ANALYSES
Many aspects of a cylindrical shell can affect its compressive stability and strength
including the cylinder geometry, end constraints, material properties, and the level of
geometric and material imperfections. In the previous chapter, the results of compressive
buckling experiments were discussed with regards to many of these parameters; however,
the influence of each parameter could often not be determined independently. To improve
the understanding of the compressive buckling behavior of filament-wound cylinders, a
classical buckling analysis was performed. The objectives of this analysis were to isolate
the effects of material and geometric imperfections and to examine the validity of a
relatively simple analysis. A strength analysis, based on classical lamination theory and the
Tsai-Wu failure criterion, was used to predict the compressive strength of each cylinder
since many specimens did not exhibit out-of-plane buckling displacements.
7.1 Buckling Analysis
A review of the current literature identified many sources which predict the stability
of circular cylinders fabricated from composite materials. Excellent reviews have been
written by Tennyson [2] for composite cylinders with an emphasis on
experimental/theoretical correlations, Singer [1] for all material types, and Kapania [25]
who focused on finite-element analyses. Currently, the technology exists to predict the
prebuckling and postbuckling behavior of any shell geometry including many complicating
factors such as; materials with anisotropic and/or non-linear constitutive behaviors,
delaminations and sublaminate buckling, non-uniform boundaries, and geometric and
material imperfections; however, these analyses are very complex.
7.1.1 Problem Formolation and General Solution Procedures
To maintain the manageability of the present analysis, the solution technique used
by Cheng and Hou [26] was adopted. The authors perform an eigenvalue buckling
analysis beginning with Fliigge's equations. Although results for external pressure and
torsional loading are presented in the companion paper by Hou and Cheng [27], the
technique is applicable to axial loading and any klnematically admissible set of boundary
conditions. This approach was adopted because it is relatively easy to perform, it can be
used to satisfy the edge conditions used in the experiments, and is applicable for shells
laminated from generally orthotropic layers. Three disadvantages limited the accuracy of
this approach; the assumptions of a membrane prebuckled state, a geometrically perfect
cylinder, and material homogeneity within the plane of the laminate.
Cheng and Hou [26] begin with Fltigge's equations in differential form,
R O3Nzz ONo z RN z 02uao =°
R 20Nz° + R ON°° + 034°° + R OMz° R2Nz c92v
3z 00 0-----if- 0z _ = 0 (7.1)
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where the displacements in the axial, tangential, and radial directions are represented by u,
v, and w respectively, Nij and Mij are the resultant forces and moments in the ij direction,
R represents the radius of the cylinder, and N z represents the critical buckling force. The
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coordinate systemfor the cylinder is shownin Figure 7.1. To begin the solution, the
displacementsareassumedto havethefollowing form,
u= asin(-_+ nO)
where, A, B, and C, represent the magnitude of the displacements, and m and n represent
the axial and circumferential mode-shape numbers, respectively. When these
displacements are inserted into the governing equations, a simultaneous set of three
homogeneous equations results. For a non-trivial solution, the determinant of the
coefficient matrix of these equations must vanish which results in the following
characteristic equation,
_lmS + _2m7 + _3m6 + _4m5 + _5 m4 + _6 m3 + _7 m2 + _8m + _9 = 0 (7.3)
The coefficients of the characteristic equation are functions of the circumferential mode
number, n, and the buckling load, N z. A detailed derivation of the governing equations is
given in Claus, Hahn, and Jensen [19]. The solution of the characteristic equation results
in 8 roots for m corresponding to each combination of n and N z.
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Figure 7.1: Geometry and coordinate system for Cheng and Hou's [26] analysis.
To satisfy the boundary conditions, the displacements are modified by
superimposing the components from each root as follows,
8
u=_,ajCisin(-_R+nO)
j=l
8
j--1
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where, ot i and fli represent the amplitude ratios obtained from the equilibrium equations.
For the present study, clamped boundaries, of the form,
aw £
u=v=w=m=0 @ z=+ (7.5)
tgz 2
were assumed to exist at each end of the cylinder. Using the evenness and oddness of the
displacements, the boundary conditions only need to be applied at one end of the cylinder.
After inserting Equations 7.4 into 7.5, these equations become a set of eight homogeneous
equations in the unknown displacement amplitudes Cj. For these equations to be satisfied,
the determinant of the boundary-condition coefficient matrix must vanish.
To solve this problem, an iterative approach was adopted which searches for the
lowest value of N z which satisfies the equilibrium characteristic and boundary condition
equations. For several candidate values of n and N z, the values of m were determined from
the equilibrium characteristic equation. Next, the boundary conditions were checked and
the value of N z was adjusted until the determinant vanished. The smallest value of N z
which satisfies both sets of equations was defined as the buckling load for the n th
circumferential wave. The smallest solution for all possible circumferential wave numbers
was defined as the critical buckling load for the cylinder.
Using the same solution procedure, Donnell's shell equations were also solved to
investigate the accuracy of this shell theory. The equilibrium equations for this theory are,
R ONz----_-z-t ONOz - 0
Oz 80
8Nzo , cgNoo
R--ff_---z -r ---_ = 0 (7.6)
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Two computer programs were written to solve for the buckling loads with Donnell's and
FliJgge's buckling equations. An outline of the numerical solution procedures is discussed
in the following section.
7.1.2 Numerical Solution Procedures
Fortran computer programs FLUGGE and DON were written to compute the
critical buckling load and mode shape using the approach of Cheng and Hou [26]. Since
the only difference between these programs was the shell theory on which they were based,
the general form of the programs are the same and the following discussion can be
considered to be applicable to both programs.
To begin the solution procedure, a value of the circumferential wave number, n,
and the axial load, N z, was chosen. The coefficients of the equilibrium characteristic
equation and the displacement amplitude ratios were computed. The subroutines ZROOTS
and LAGUER from Press [28] were used to find the roots of the equilibrium characteristic
equation. Since the coefficients of the equilibrium-characteristic equation were real, if any
root of the equation were complex, the complex conjugate must also be a root. Accuracy
parameters within ZROOTS were adjusted so that the real and imaginary parts of the
conjugate pairs were the same to at least eight significant digits.
The next stage of the computer programs was to formulate the coefficient matrix of
the boundary condition equations. If the root mj was real, the coefficient Cj must also be
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realfor thedisplacementsto berealvaluedfunctions. If therootmj was complex, and its
conjugate was mj+ 1, the coefficients Cj and C.i+l must also be complex conjugate pairs. To
formulate the coefficient matrix corresponding to the boundary conditions, the
displacements were rewritten in terms of the real and imaginary parts of the roots m.i,
unknown magnitudes Cj, the amplitude ratios _ and _j, and their respective conjugates.
By combining the complex conjugate portions, the unknown Cfs were replaced with their
real valued components. Each column of the boundary condition coefficient matrix
corresponded to one unknown displacement magnitude: if the root was real, the column
corresponds to that displacement magnitude, if the root was complex, the column
corresponds to the real part of the displacement magnitude and the next column
corresponds to the complex portion.
Rather than computing the determinant of the coefficient matrix, one equation was
relaxed by assuming the magnitude of its unknown to be -1. The system of equations was
then solved using subroutines LUBKSB and LUDCMP from Press [28]. Since all of the
boundary conditions were homogenous, the error induced by making this assumption was
related to the value of the relaxed equation. If this value was zero, then the determinant of
the coefficient matrix was also zero. The error in the analysis was defined as the base 10
logarithm of the magnitude of the relaxed equation. Throughout this study, the cosine
portion of the slope boundary-condition equation was used as the relaxed equation since the
accuracy of the solution could be easily verified by visual examination of the buckled mode
shape. This technique was advantageous since when the error is zero, the amplitude ratios
for each mode are already known. These ratios are needed to compute the shape of the
buckled cylinder.
The value the error for a particular combination of n and N z, was compared to the
previous two values. If a local minimum was detected, the value ofN z was assumed to be
near a solution, as shown in Figure 7.2. The value of N z was then reset according to the
following relationship,
Nznew = Nzota - 3dora (7.7)
were, dol d represents the current step size, the step size was decreased, and the iterative
procedure was restarted at Nznew. The solution was assumed to have converged when the
smallest error was less than some prescribed value.
The numerical solution depends on two parameters: the initial step size, and the
value of the convergence error (the error at which numerical convergence is assumed to
occur). If the step size is to large, the computer program could miss a solution since the
typical domain of convergence is small. To investigate the convergence behavior of the
solution, the computer program DON was used with the material constants listed in Table
7.1 for a 152-mm diameter, 229-mm long, [+30/902/-!:30 ] cylinder with 0.227-mm thick
layers. Step sizes of 1751, 876, 175, and 17.5 N/m were used to compute the buckling
loads for circumferential mode numbers from 1 to 9. Convergence was assumed to occur
when the error was less than 0. The buckling forces are listed in Table 7.2 for each value
of n and the error is plotted versus the axial force in Figure 7.3 for 6, 7, and 8
circumferential waves. Examination of the buckled surfaces, shown in Figures 7.4-7.7,
was also made to ensure convergence. Based on this study, a step size of 175 N/m was
considered sufficient for all 57 and 152-mm diameter cylinders using Donnell's equations.
To investigate the behavior of the solution with regards to the convergence error,
the same problem was solved with a step size of 175 N/m and error parameters of 1, 0, -1,
and -5. Since the computed critical buckling forces and mode shapes did not change, the
solution is not particularly sensitive to the value of the convergence error. Since the
algorithm converges very rapidly for small values of the convergence error, a value of -5
was often used in subsequent investigations to guarantee convergence.
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first solution
progression
dnew
second solution
progression
_....._
Load
Figure 7.2: Comparison of sequential errors near a solution.
Table 7.1: Material constants used for the classical laminated-shell buckling analyses.
The subscripts 1 and 2 refer to the fiber and transverse directions in the
material respectively.
Material
Property Magnitude
E 1 134 GPa
E 2 9.65 GPa
0.3
V 12
G 12 5.52 GPa
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Table 7.2: Results of buckling force calculations computed to examine the step-size
convergence of the computer program DON.
Step Buckling Force
Size (kN/m)
0b/'m) n=l n=2 n=3 n--4 n=5 n=6 n=7 n=8 n=9
10 906.1 925.9 869.5 819.6 777.9 772.3 1963 779.5 1010
5 876.5 925.9 896.5 819.6 823.6 772.3 722.2 779.5 871.6
1 876.5 856.4 837.3 819.6 777.9 707.0 722.2 779.5 871.6
0.1 876.5 856.4 837.3 819.6 777.9 707.0 722.2 779.5 871.6
10.0
7.5
-----._.___
2.5
0.0
0.60
b 5.0
I,I
I _ I i I
n=6
n=7
n=8
I
0.65
I
I
I
I
I
I I I
0.70
Axial Force (MN/m)
i
t
I
I I
I
I
f
I
I
I
I
I
iI
0.75 0.80
Figure 7.3: Error of the relaxed boundary condition as a function of the axial load. A
step size of 175 N/m was used to produce this figure.
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Figure 7.4: Buckled surface of [+30/902/+30] cylinder for a step size of 1750 N/m using
Donnell's theory.
o
L
"°_c._c_.-=_o_ /,,_ •_"_.o"
Figure 7.5: Buckled surface of [+30/902/+30] cylinder for a step size of 875 N/m using
Donnell's theory.
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Figure 7.6: Buckled surface of [+30/90,ff!:30] cylinder for a step size of 175 N/m using
Donnell's theory.
_9
_o
Figure 7.7: Buckled surface of [+30/902/'2:30] cylinder for a step size of 17.5 N/m using
Donnelrs theory.
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A similar convergence study was performed with the computer program written to
solve F1/igge's equations. The material and geometric parameters for this study were the
same as those used previously. Step sizes of 1751, 876, 175, and 17.5 N/m were used
with a minimum error of 0 to obtain the results shown in Table 7.3. As observed from the
buckling forces and the mode shapes, shown in Figures 7.8-7.11, this solution is slightly
more sensitive than Donnelrs theory; although, a step size of 175 N/m is still sufficient for
convergence. A similar study was performed to investigate the solution behavior with
regard to the convergence error. Since the buckling forces and mode shapes were identical,
this solution is also not particularly sensitive to the value of convergence error.
Table 7.3: Results of buckling force calculations for the examination of step-size
convergence for computer program FLUGGE.
Step Buckling Force
Size (kN/m)
(lb/in) n=l n=2 n=3 n--4 n=5 n=6 n=7 n=8 n=9
10 915.9 851.1 862.3 883.2 726.6 1100 880.7 1088 851.5
5 872.7 851.1 862.3 810.7 726.6 682.5 702.3 757.2 851.5
1 872.7 851.1 830.4 810.7 726.6 671.4 695.4 757.2 872.3
0.1 nc nc 830.4 810.7 726.6 671.4 695.4 nc nc
nc -- not computed
7.1,3 Mod_l Verification
Since the results reported in Hou and Cheng [27] are limited to combinations of
external pressure and torsion, the work of Tasi, Feldman, and Stang [7] and Jensen and
Pal [11] was used to verify the accuracy of the computer programs. Tasi, Feldman, and
Stang [7] used the solution technique of Cheng and Hou [26] with Fliigge's equations and
clamped boundaries to predict the buckling loads for a variety of filament-wound cylinders.
The cylinder used for verification of the present solution was wound with a [90/+8°49'/90]
winding sequence on a 151-mm diameter mandrel with the material and geometry
parameters listed in Table 7.4. Two slightly different analyses were performed by Tasi,
Feldman, and Stang [7]. The first analysis consisted of solving the equilibrium
characteristic equation for a large number of axial and circumferential wave numbers
without consideration of the boundary conditions. The lowest buckling load computed in
this fashion was 84.800 kN which corresponded to 8 circumferential and 9 longitudinal
waves. The second type of analysis included the boundary conditions. A buckling load of
85.192 kN and 8 circumferential waves are the reported results for this analysis.
When the same cylinder was modeled with the computer program FLUGGE, a
critical buckling load of 84.284 kN with 7 circumferential waves was computed. Although
this only corresponds to a 1.06 percent difference in buckling load compared to Tasi,
Feldman, and Stang [7], the difference in the number of circumferential waves is
surprising. When the output from the present analysis was examined, the buckling load for
8 circumferential waves was determined to be 84.738 kN; a 0.5 percent smaller than Tasi,
Feldman, and Stang [7]. The differences in the analyses are attributed to minor
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Figure 7.8: Buckled surface of [_+30/902]-2:30 ] cylinder for a step size of 1750 N/m using
Fliigge's theory.
Figure 7.9: Buckled surface of [_+30/902/_+30 ] cylinder for a step size of 875 N/m using
Fltigge's theory.
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Figure 7.10: Buckled surface of [+301902/-2--30] cylinder for a step size of 175 N/m using
Fliigge's theory.
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Figure 7.11: Buckled surface of [+30/902/'!"-30] cylinder for a step size of 17.5 N/m using
Fltigge' s theory.
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Table 7.4: Material properties and cylinder geometry reported in Tasi, Feldman, and
Stang [7] used for model verification. The subscripts 1 and 2 refer to the fiber
and transverse directions in the material respectively.
Material
Property Magnitude
E 1 61 GPa
E 2 20 GPa
v12 0.35
G 12 9.6 GPa
t/ply 0.23 mm
Radius 75 mm
Length 170 mm
computational differences and, possibly, a mistaken assumption by Tasi, Feldman, and
Stang [7] that the critical buckling mode computed while satisfying the boundary conditions
is the same as when only the equilibrium characteristic equation is used. Computer
program DON was validated by computing the buckling response using the same
conditions. The buckling load computed with Donnell's theory was identical to the results
reported by Tasi, Feldman, and Stang [7]; however, the number of circumferential waves
computed with DON was 7.
The accuracy of the present models was also compared to Jensen and Pal [11].
They model a clamped (u=v=w=U,z=V,z=W,z=O at z=:ff_,/2) 152-mm diameter, 254-mm
long, [+30] cylinder with the material properties listed in Table 7.1. The buckling load was
computed with ABAQUS ®, a commercial finite element package, using eight-noded
quadrilateral-shell elements assuming a membrane prebuckling state and ignoring the
microstructure within the crossover bands. Results from this analysis are nearly 8 percent
larger than the present study using Donnell's equations. This difference may be attributed
to the more highly constrained finite-element model and a possible difference in shell
theories. Although the buckled mode shape of this cylinder is not presented by Jensen and
Pai [ 11 ], geometries which include the effects of the helical and circumferential-crossover
bands are predicted to buckle into a torsional mode shape which corresponds to the present
study.
7.2 Comparison of Buckling Analyses and Experimental Results
The critical buckling loads and buckled mode shapes were computed with Fliigge's
and Donnell's theories for each cylinder manufactured and tested during the course of this
research. Several effects which occurred in the actual cylinders could not be accounted for
in either of the present analyses. These effects include geometric imperfections,
prebuckling deformations, and nonhomogeneous composite materials. The material
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propertiesusedfor theseanalyseswereobtainedfrom themanufacturerandare listed in
Table 7.1. The winding sequence,length, and thicknessmeasuredwith the ball-end
micrometer,were usedto provide the bestestimateof compressiveperformance. Each
buckledmodeshapecomputedfrom Donnell's and Fliagge's theories are listed in Claus,
Hahn, and Jensen [19]. As with the experimental results, the following discussion is
divided into seven categories based on the parameters being investigated.
7.2.1 In-Plane Crossover-Band Spacing
Specimens in this study were wound with various circumferential-crossover band
spacings. No correlation was found between the visual quality or geometric imperfection
level and the winding pattern; however, the buckling load seemed to be the lowest when the
winding pattern and buckled mode were the same size.
Results from both Fliigge's and Donnell's theories are listed in Table 7.5. The
accuracy of the analysis, C, is defined as,
E = Nz(Experimental) (7.8)
N z( Analytical)
For both analyses, the computed accuracies were between 40 and 60 percent for each
cylinder. Donnell's and Fliigge theories predicted most specimens to buckle with either
two or three circumferential waves; whereas, 4, 5, or 6 waves were observed
experimentally. In each case, the analyses predicted a torsional buckling mode, as shown
in Figure 7.12. This mode shape may have been induced by an inaccurate simulation of the
boundary conditions. During testing, the hemispherical aligner may have allowed some
tangential rotation to occur which was constrained in the present analyses forcing the
torsional mode to become the critical mode rather than the diamond-shaped mode observed
experimentally. Substituting a zero torsional load for this boundary condition may improve
the accuracy of the critical mode and load calculations. When identical cylinders were
simulated with -fl/+fl and +fl/-fl lamination sequences, the critical loads were identical and
the buckled mode shapes were similar except that the ridges were oriented in the opposite
directions. Since filament-wound cylinders consist of both +[3/-[3 and -[3/+[3 regions, a
model including these regions might buckle into a combination of these two modes.
The accuracy of each analysis was compared to the crossover-band spacing and the
level of geometric imperfection. Little correlation between the buckling load and crossover-
band spacing was observed, as shown in Figure 7.13, which indicates the behavior shown
in Figure 5.15 was primarily the result of thickness and/or length effects. This conclusion
is contrary to the results reported by Jensen and Pai [11 ] who included the micromechanical
behavior of the crossover bands within a finite-element analysis of the buckling behavior.
When the accuracy of the analytical predictions was compared to the root mean square,
standard deviation, or range of the geometric imperfection, no trends were observed.
Tennyson, Chan, and Muggeridge [29] used Koiter's special theory to determine the initial
geometric imperfection sensitivity of [+fl/O/-fl] cylinders and observed a rapid drop in
accuracy over similar ranges of imperfection. This result suggest that the inaccuracy of the
present analyses was caused by either some parameter which was not identified and is
generally common to all cylinders, or, to non-membrane prebuckling behavior.
7.2.2 Mandrel Material
Specimens fabricated for this study were manufactured with aluminum and steel
mandrels to study the influence of mandrel material on the compressive performance of
filament-wound cylinders. The mandrel can only influence the analytical models indirectly;
either through the thickness, material quality, or geometric imperfections. These
parameters were not affected by the choice of mandrel material and there was no
measurable difference in the results of either analysis, as shown in Table 7.6.
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Table 7.5:
Cylinder
Number
061991A
061991B
062091
062191A
062191B
062291A
062291B
062491A
062491B
062591A
062591B
063091A
063091B
070191A
070191B
011692A
011692B
experimental program.
Experiment
Results of buckling load calculations for the In-Plane Crossover-Band Spacing
Buck.
Load No. Cir.
(kN) Waves
8.29 4
7.18 5
6.15" 4
6.81" 6
6.72 6
7.01 6
6.62 5
6.58 5
5.56 5
6.43 5
5.70 5
6.34 5
6.65 5
8.50 5
8.80 5
6.47* --
7.29 6
Donnell's Theory
Buck.
Load £ No. Cir.
(kN) (%) Waves
14.7 57 2
17.1 42 2
13.4 46 2
12.8 53 3
13.9 49 2
12.4 57 3
12.9 51 3
12.2 54 3
13.3 42 2
13.6 47 2
13.6 42 2
13.7 46 2
13.2 50 2
17.8 58 2
15.1 58 2
13.4 48 2
14.1 51 2
HUgge's Theory
Buck.
Load E No. Cir
(kN) (%) Waves
14.5 57 2
16.9 42 2
13.3 47 3
12.6 54 3
13.7 49 3
12.3 57 3
12.8 52 3
12.0 55 3
13.2 42 3
13.4 48 3
13.5 42 3
13.6 47 3
13.0 51 3
14.6 58 2
15.0 59 2
13.2 49 3
14.0 52 3
* first load cycle
7.2.3 Cylinder Scale
The scale of the filament-wound cylinders was varied by changing the thickness
and diameter of the specimens while maintaining the same winding and curing procedures.
Since the specimens with radius-to-thickness ratios of 18 (the 152-ram diameter, 18-ply
cylinders) did not fail by buckling, only the [+30] specimens will be discussed in this
section. The nominal radius-to-thickness ratios of the 152-mm and 57-mm diameter
specimens, are 160 and 60, respectively. These specimens also differed in their length-to-
thickness ratios from 3.01 to 2.67 for the 57-mm and 152-mm diameter specimens,
respectively. The results from the present analyses are listed in Table 7.7. The buckled
shapes for the 152-mm diameter [+30] specimens were the same as the smaller specimens.
The most striking differences between the analyses and the experimental
performance are the accuracy and the number of circumferential waves. The average
accuracy of Donnelrs analysis is 48 percent with a range of +6 percent for the small
diameter specimens; whereas, a 36+3 percent accuracy was predicted for the 152-mm
diameter specimens. Since all specimens contained only one circumferential-crossover
band within the gage length, the amount of fiber undulation could not cause this difference
in performance. The predicted number of circumferential waves for both sizes of cylinders
is approximately half of the observed values. Consequently, the diameter of a filament-
wound cylinder affects the compressive buckling load in a manner other than what is
expected by classical, linear-buckling theory.
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Figure 7.12: Torsional buckling mode shape typical for 57-mm diameter, [:L30] cylinders.
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Figure 7.13: Accuracy of the In-Plane Crossover-Band Spacing specimens as a function
of the normalized crossover-band spacing using Fltigge's theory.
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Table 7.6: Results of buckling load calculations for the Mandrel Material experimental
program.
Cylinder
Number
062191A
062191B
062391A
062391B
Experiment
Buck.
Load No. Cir.
(kN) Waves
6.81" 6
6.72 6
6.30* 4
6.36* 5
Donnelrs Theory
Buck.
Load E No. Cir.
(kN) (%) Waves
12.8 53 3
13.8 49 2
14.1 45 2
12.6 50 3
Htigge's Theory
Buck.
Load E No. Cir.
(kN) (%) Waves
12.6 54 3
13.7 49 3
14.0 45 3
12.5 51 3
*fwstload cycle
Table 7.7: Results of buckling load calculations for the Cylinder Scale experimental
program.
Experiment Donnelrs Theory Fliigge's Theory
Cylinder
Number
061991A
061991B
062091
081291A
081291B
030692A
030692B
Buck.
Load No. Cir.
(kN) Waves
8.29 4
7.18 5
6.15" 4
4.88 8
5.29 --
5.71 8
5.83* --
Buck.
Load 8 No. Cir.
(kN) (%) Waves
14.7 57 2
17.1 42 2
13.4 46 2
15.2 32 4
14.8 36 4
15.1 38 4
15.3 38 4
Buck.
Load E No. Cir.
(kN) (%) Waves
14.5 57 2
16.9 42 2
13.3 47 3
15.2 32 4
14.7 36 4
15.0 38 4
15.3 38 4
*ffwstload cycle
Since the material quality of the 57-mm and 152-mm diameter specimens were
similar, the observed differences in performance were either caused by the geometric
imperfections or non-membrane prebuckling deformations. The larger geometric
imperfections observed in the 152-mm diameter specimens might indicate the probable
cause of the reduced performance. However, this conclusion may be premature. Simitses,
Shaw, and Sheinman [30] and Sheinman, Shaw, and Simitses [31] examine the effects of
length-to-radius ratio on the imperfection sensitivity of [+45B:45] cylinders while including
non-membrane effects. Their results indicate a decrease in geometric imperfection
sensitivity with an increase in scale. If similar trends exist for [+30] laminated cylinders,
the increased geometric imperfection observed in the large specimens may not be the cause
135
of thereducedperformance.Furtheranalysiswouldberequiredto determinetheeffectsof
scalebeforetheobservedperformancereductioncanbefully explained.
7.2.4 Symmetry of the Laminated-Shell Ret,'ions
This experiment was designed to-determine the effects of extension-bending
coupling on the buckling behavior of f'dament-wound cylinders. Although the experimental
results were nearly the same for the symmetric and antisymmetric configurations, the
accuracy was approximately 18 percent better for the symmetric specimens, as shown in
Table 7.8. Donnell's and Fltigge's equations also predicted very different buckling modes.
Each cylinder buckled in a torsional mode; however, the symmetric cylinder consisted of 5
circumferential waves in contrast to 1 circumferential wave for the antisymmetric cylinder.
Table 7.8: Results of buckling load calculations for the Symmetry of the Laminated-
Shell Regions experimental program.
Cylinder
Number
021192A
021192B
012092A
012092B
Experiment
Buck.
Load
(kN)
48.0
53.3
50.8
52.1
Donnelrs Theory
Buck.
Load 13 No. Cir.
(kN) (%) Waves
70.6 68 5
74.2 72 5
87.0 58 1
88.0 59 1
Fliigge's Theory
Buck.
Load 13 No. Cir
(kN) (%) Waves
70.4 68 5
74.0 72 5
86.7 59 1
87.6 59 1
When the quality of the specimens was examined as a possible explanation for the
differences in performance, both winding configurations had approximately the same root
mean square, standard deviation, and range of initial geometric imperfection. Visual
examination of the exterior and interior surfaces did not reveal sufficient cause for these
discrepancies. From the laminate constitutive relations, out-of-plane deformations were
expected prior to buckling for the antisymmetric configuration. This coupling behavior
was assumed to be the major cause of the discrepancy between the accuracy of the
predictions. Sheinman, Shaw, and Simitses [31] simulate the behavior of symmetric and
antisymmetric cylinders ([+45/-45/+45/-45] and [+45/-45/-45/+45]) with length-to-radius
ratios of 2 using an adaptation of Koiter's special theory. This theory includes the effects
of geometric imperfections and prebuckling deformations. Their results indicate the
symmetric cylinder was relatively insensitive to initial geometric imperfections and had a 6
percent larger buckling load.
7.2.5 Winding Sequence
Experimentally, the failure loads of Specimens 122990 and 010891 were
approximately the same although they consisted of [90/+302/90] and [+30/902/-1-30]
winding sequences, respectively. When the buckling behavior was analyzed using
Donnell's and Fliigge's theories, the accuracy was quite different for the different winding
sequences, as shown in Table 7.9. Donnell's and Fliigge's linear buckling theories were
much more accurate for the case when the 90 ° plies are on the outside surfaces of the
cylinder. When the buckled shapes were examined, they also show a substantial difference
between the two types of specimens. Specimen 122990 was predicted to buckle in a
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torsional mode very similar to the shapes shown in Figure 7.12, whereas, Specimen
010891 buckled in a checkerboard pattern, as shown in Figure 7.14.
Table 7.9: Results of buckling load calculations for the Winding Sequence experimental
program.
Cylinder
Number
122990
010891
010191
030991
Experiment
Buck.
Load
(l r,r)
174
187
845
616
DonneU'sTheory
Buck.
Load £
(kaXr) (%)
228 76
385 49
2770 30
3420 18
FlUgge'sTheory
Buck.
No. C_ Load
Waves (kN)
5 226
6 365
2 2720
4 3190
£
(%)
No. Cir.
Waves
77 5
51 6
31 3
19 4
Figure 7.14: Checkerboard buckled shape observed for Specimen 010891 using DonneU's
and Fliigge's theories.
The differences in the accuracy between the two specimens was difficult to explain.
Both specimens were wound with the same crossover-band spacing and appeared to have
the same global geometric quality. Although Specimen 010891 contained more thickness
deviations on the outer surface, this level of thickness imperfection in the [+30] specimens
did not cause a substantial change in compressive performance. The differences in the
accuracy was attributed to the bending stiffnesses of the laminates. The [90/+302/90 ]
specimen had a large circumferential-bending stiffness while the [+30/902/+30 ] cylinder
had a relatively large axial-bending stiffness. The results of the analyses seem to indicate
that when the circumferential-bending stiffness is large, classical-buckling theories are
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betterableto predictthecompressivebehavior.Simitses,Shaw,andSheinman[30] report
that strongerlaminationsequencesaremore imperfectionsensitivewhennon-membrane
effects areconsidered. A cylinder with a winding sequenceof [90/+30/290] hasa 30
percent smaller buckling load, predicted by classical-buckling theories, than does a
[+30/902/+30]cylinderwith thesamegeometry.
7,2,6 Thro0gh-_he-Thickness Crossover-Band Location
The objective of this study was to investigate the influence of the crossover-band
placement through the thickness of multi-layered cylinders. Although the present analyses
did not include the effects of the crossover bands, the accuracy of the analyses should
reflect their presence and the relative amount of symmetrically-laminated material. The
predicted number of circumferential waves for each cylinder and each analysis was 6, as
shown in Table 7.10. Donnell's and Fliigge's analyses predicted a checkerboard buckling
mode with two rings of deformation, as shown in Figure 7.14, with one exception.
Specimen 012592B was predicted to have a diamond-shaped buckling pattern, shown in
Figure 7.15, with Fliigge's theory. A contour plot of this buckling pattern is shown in
Figure 7.16. This buckled shape is very similar to the postbuckled deformations observed
in the [+30] specimens.
Table 7.10: Results of buckling load calculations for the Through-the-Thickness
Crossover-Band Location experimental program.
Cylinder
Number
012592A
012592B
013092A
013092B
030592A
030592B
030992A
030992B
Experiment
Buck.
Load
(kN)
144
158
181
181
164
170
188
189
Donnelrs Theory
Buck.
Load E No. Cir.
(kN) (%) Waves
330 44 6
324 49 6
339 53 6
340 53 6
339 48 6
334 51 6
FRigge's Theory
Buck.
Load E No. Cir.
(kN) (%) Waves
313 46 6
314 50 6
321 56 6
323 56 6
321 51 6
317 54 6
325 58 6
326 58 6
308 60 6
310 61 6
Geometric and material quality were approximately the same for all specimens
except Cylinder 013092 which contained many tow twists and had a substantially higher
buckling load. The results of Donnell's and Fliigge's analyses only indicate a slightly
higher load for this specimen which confirms the hypothesis discussed in the Winding
Sequence experimental program that the bending stiffness of the material greatly influences
the buckling load. No trends were observed for the other specimens when the accuracy of
the analyses were compared to the geometric imperfection level. When the accuracy was
compared to the winding pattern, a strong correlation was observed with the minimum
distance between circumferential crossovers irrespective of layer, as shown in Figure 7.17.
When the crossover bands were stacked through the thickness, the accuracy of the models
138
Figure 7.15: Buckled mode shape of Specimen 012592B computed with FKigge's theory:
surface plot.
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Figure 7.16: Buckled mode shape of Specimen 012592B computed with FRigge's theory:
contour plot.
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was approximately 46 percent. The alternating crossover-bandconfiguration had a
minimumcrossover-bandspacingof one-halfof thestackedcaseandanaverageaccuracy
of 52percent. Recall, this winding patternalsoconsistedof 62.5percentsymmetrically
woundmaterial. Thefinal configuration,acombinationof two crossover-bandspacings,
alsohadsymmetricandantisymmetricregionsandanaverageaccuracyof 59percent.As
with theresultsof theSymmetryof theLaminated-ShellRegionsexperimentalprogram,
the suspectedcausefor the increasein accuracyis relatedto the amountof prebuckling
deformationcausedby theextension-bendingcouplingof theshell.
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Accuracy of the Through-the-Thickness Crossover-Band Location specimens
as a function of the minimum crossover-band spacing.
7,2,7 Heated Winding
The cylinders manufactured with the heated winding technique resulted in material
with a lower void content but similar initial geometric imperfection levels as the cold-
wound specimens. The accuracy of the buckling models of Cylinders 031092 and 031392
differ by nearly 10 percent although the number of circumferential waves is the same, as
shown in Table 7.11. Each specimen was predicted to buckle with a torsional buckling
mode. The difference in accuracy is probably due to the thickness variations around the
circumference of Cylinder 031092 induced by non-uniform resin flow during cure.
If the results of this experiment are compared to Specimens 121490, 122990, and
011191, heated winding appears to improve the compressive performance by 10 percent.
The cause of this improvement may be due to either a better correspondence between the
manufacturer's published material properties and the wound specimens, a change in the
crossover-band spacing, or the level of geometric imperfections. Unfortunately, the size of
the geometric imperfections were not measured on the cold-wound specimens, although,
visual examination indicated a similar level of quality. Additional experimentation with a
cold-wound specimen with the same crossover-band spacing would be required to
determine the actual effects of elevated temperature winding.
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Table7.11:
Cylinder
Number
031092A
031092B
031392A
031392B
Resultsof buckling loadcalculationsfor theHeated Winding experimental
program.
Experiment
Buck.
Load
Donnelrs Theory
Buck.
Load £ No. Cir.
Fltigge's Theory
(kN)
166
174
153
160
(kN) (%) Waves
222 75 5
229 76 5
185 83 5
185 86 5
Buck.
Load £ No. Cir.
(kN) (%) Waves
220 76 5
227 77 5
184 83 5
183 87 5
7.3 Strength Analysis
Since many of the specimens did not exhibit postbuckling deformations, an analysis
was performed to compute the compressive strength of each specimen. The analysis was
based on classical lamination theory using the Tsai-Wu failure criterion and the material
properties listed in Table 7.12. Specimens which buckled during experimental testing were
also examined with this analysis to aid in the development of design criteria to predict the
compressive response of thin filament-wound cylinders. The following sections contain
discussions of the accuracy of the strength analysis of each experimental program.
Table 7.12: Material constants used for the strength analysis.
Strength
Tension Compression
Direction (MPa) (MPa)
Longitudinal 1860 1650
Transverse 62.1 138
Shear 82.7 82.7
7.3.1 In-Plane Cro_0ver-Banfl Sp_cirL_
Each specimen in this experimental program buckled with visible out-of-plane
deformations and significant postbuckling strength. Although cracks were heard and
detected with the acoustic emission system prior to buckling, visible damage was not
observed until after buckling. Consequently, the failure mode for these specimens was
assumed to be compressive instability of the shell. When the buckling analyses were
performed, the predicted buckling loads were between 40 and 60 percent of the
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experimentally measured loads. When the strength analysis was performed, the
compressivefailure predictions were an additional 15 to 20 percent above the predicted
buckling loads, as shown in Table 7.13. Based on the buckling and strength analyses, the
specimens in this experimental program should buckle rather than fail in compression.
Table 7.13:
Cylinder
Number
061991A
061991B
062091
062191A
062191B
062291A
062291B
062491A
062491B
062591A
062591B
063091A
063091B
070191A
070191B
011692A
011692B
Results of compressive strength calculations for the In-Plane Crossover-
Band Spacing experimental program.
Exp.
Buck.
Load
8.29
7.18
6.15"
6.81"
6.72
7.01
6.62
6.58
5.56
6.43
5.70
6.34
6.65
8.50
8.80
6.47*
7.29
DonneU
Buck.
Load
(kl 
14.7
17.1
13.4
12.8
13.9
12.4
12.9
12.2
13.3
13.6
13.6
13.7
13.2
17.8
15.1
13.4
14.1
Fliigge
Buck.
£ Load
(%) 000
57 14.5
42 16.9
46 13.3
53 12.6
49 13.7
57 12.3
51 12.8
54 12.0
42 13.2
47 13.4
42 13.5
46 13.6
50 13.0
58 14.6
58 15.0
48 13.2
51 14.0
£
(%)
57
42
47
54
49
57
52
55
42
48
42
47
51
58
59
49
52
Tsai-Wu
Failure
Load F.,
(kN) (%)
21.8 38
23.6 30
20.9 29
20.4 33
21.2 32
20.1 35
20.5 32
19.9 33
20.8 27
21.0 31
21.1 27
21.1 30
20.7 32
21.9 39
22.2 40
20.8 31
21.4 34
* first load cycle
7,3,2 Mandrel Material
The goal of this experimental program was to investigate the effects of mandrel
material on the compressive response. No effects were observed on the quality of the
structure, experimental buckling load, or predicted buckling load. When the results from
the strength analysis were examined, no effects of the mandrel material were observed, as
shown in Table 7.14. Results from the experimental testing, buckling analysis, and
strength analysis behave similar to those observed in the In-Plane Crossover-Band Spacing
experimental program.
7.3.3 Cylinder Scale
Three different types of behavior were observed when the specimens for this
experimental program were loaded to failure. The small and large diameter [+30]
specimens buckled and postbuckled with little damage. The six-ply specimens appeared to
buckle and fracture at the same instant while the 18-ply cylinders fractured without
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Table7.14:
Cylinder
Number
062191A
062191B
062391A
062391B
Results of compressive strength calculations for the Mandrel Material
experimental program.
Exp.
Buck.
Load
(kN)
DonneU
Buck.
Load £
(kN) (%)
12.8 53
13.8 49
14.1 45
12.6 50
6.81"
6.72
6.30*
6.36*
Fltigge
Buck.
Load
(kN)
12.6
13.7
14.0
12.5
E
(%)
54
49
45
51
Tsai-Wu
Failure
Load 8
(kN) (%)
20.4 33
21.2 32
21.1 30
20.3 31
* first load cycle
becoming unstable. When the strength analysis of the [+30] cylinders was performed, the
predicted buckling loads were significantly smaller than the compressive strengths, shown
m Table 7.15, which corresponds to the experimentally observed behavior. The level of
damage in the 57-ram diameter specimens was significantly larger than the 152-mm
diameter [+30] specimens. This might be related to difference between the buckling and
strength analyses since the values for the small cylinders are closer together than the large
diameter specimens.
When the analytical strength results for the six-ply specimens were examined, the
difference between the buckling and failure loads ranged from approximately four percent
for Cylinder 010891, to nearly 30 percent for Cylinder 122990; however, no buckling
displacements were observed despite the large difference in these predictions. The level of
visible damage for Cylinder 010891 was the largest for the six-ply specimens. The
strength analysis predicts a compressive failure mode for each 18-ply specimen which
confh'rns the experimental observations. The worst strength estimate occurred for Cylinder
053091 which exhibited delamination and sublaminate buckling without the development of
a through-the-thickness fracture.
7.3.4 Symmetry of the Laminated-Shell RCgion_
When the strength analysis was performed for the symmetric and antisymmetric
cylinders, the antisymmewic configuration was expected to be slightly stronger since the
per-ply thickness for this cylinder was larger. For both winding configurations, the
predicted buckling load was smaller than the predicted strength, as shown in Table 7.16,
which corresponds to the experimental observations. The differences in the analyses is
smaller than the [+30] specimens and the specimens in this experimental program exhibit
substantially more damage and low postbuckling strengths.
7.3.5 Winding Seouence
Both specimens in this experimental program were predicted to buckle rather than
fail in compression, as shown in Table 7.17. The difference between the buckling and
strength analyses is quite large when the hoop layers are located on the exterior surfaces of
the laminate. When the hoop layers are in the interior, the difference between the analyses
is nearly zero and the cylinder contained more visible damage after failure.
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Table7.15:
Cylinder
Number
061991A
061991B
062091
081291A
081291B
030692A
030692B
121490
122990
010891
022591
010191
030991
053091
Results of compressive strength calculations for the Cylinder Scale
experimentalprogram.
Exp.
Buck.
Load
(ldq)
8.29
7.18
6.15"
4.88
5.29
5.71
5.83*
106
174
187
163
845
616
535
Donnell
Buck.
Load £
(kN) (%)
14.7 57
17.1 42
13.4 46
15.2 32
14.8 36
15.1 38
15.3 38
150 70
228 76
385 49
291 56
2770 30
3420 18
2880 19
Fltigge
Buck.
Load £
(kN) (%)
14.5 57
16.9 42
13.3 47
15.2 32
14.7 36
15.0 38
15.3 38
149 71
226 77
365 51
280 58
2720 31
3190 19
2640 20
Tsai-Wu
Failure
Load £
(kN) (%)
21.8 38
23.6 30
20.9 29
59.4 8.2
58.5 9.0
59.1 9.7
59.7 9.8
294 36
363 48
425 45
445 36
1370 53
1290 47
1290 41
* first load cycle
Table 7.16:
Cylinder
Number
021192A
021192B
012092A
012092B
Results of compressive strength calculations for the Symmetry of the
Laminated-Shell Regions experimental program.
Exp.
Buck.
Load
(kN)
48.0
53.3
50.8
52.1
DonneU
Buck.
Load £
(kN) (%)
70.6 68
74.2 72
87.0 58
88.0 59
Fltigge
Buck.
Load £
(kN) (%)
70.4 68
74.0 72
86.7 59
87.6 59
Tsai-Wu
Failure
Load £
(kN) (%)
110 44
113 47
116 44
117 45
7,3,6 Through-the-Thickness Crossover-Band Location
When the winding patterns for this experimental program were designed, an
increase in the compressive response was expected if the crossover bands were not stacked
through the thickness. Like the buckling analyses, the accuracy of the predicted strength
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increaseswhen the crossover bands are distributed although the increase in strength is
smaller, as shown in Table 7.18. Comparing the predicted buckling and failure loads, each
specimen was expected to fail by buckling. The difference between the buckling and
strength analyses is nearly the same although the visible damage in the failed specimens
changed with the winding pattern.
Table 7.17:
Cylinder
Number
122990
010891
010191
030991
Results of compressive strength calculations for the Winding Sequence
experimental program.
Exp.
Buck.
Load
(kN)
174
187
Dormell
Buck.
Load £
(kN) (%)
228 76
385 49
2770 30
3420 18
845
616
Fliigge
Buck.
Load £
(kN) (%)
226 77
365 51
2720 31
3190 19
Tsai-Wu
Failure
Load £
(kN) (%)
363 48
425 45
1370 53
1290 47
Table 7.18: Results of compressive strength calculations for the Through-the-Thickness
Cylinder
Number
012592A
012592B
013092A
013092B
030592A
030592B
030992A
030992B
Crossover-Band Location experimental program.
Exp.
Buck.
Load
(kN)
158
181
181
164
170
Donnell
Buck.
Load 8
(kN) (%)
330 44
324 49
339 53
340 53
339 48
334 51
325 58
326 58
Fliigge
Buck.
Load 8
(k.N) (%)
313 46
314 50
321 56
323 56
321 51
317 54
308 60
310 61
Tsai-Wu
Failure
Load 8
(kN) (%)
395 36
391 40
400 45
401 45
400 41
397 43
392 48
393 48
188
189
7.3.7 Heated Winding
The use of heat during winding improved the quality of the structure by reducing
the number of voids and their size. When the buckling analyses were performed for these
specimens, the predicted buckling loads were the closest to the experimentally measured
loads of all specimens in this research program. The small out-of-plane deformations
observed after failure in the specimens was caused by buckling which occurred just prior to
145
fractureinitiation. Thestrengthanalysisalsopredictsabucklingtypefailure, asshownin
Table7.19. Although thedifferencebetweenthestability and strengthanalysesis nearly
30 percent, the substantial buckling displacementsand large postbuckling strength
observedin the Symmetryof the Laminated-ShellRegionsspecimens,is absent. The
presenceof hooplayers,which increasesthe circumferential bendingstiffness and the
thicknessof theshell,couldexplainthisdifferencein behavior.
Table7.19:
Cylinder
Number
031092A
031092B
031392A
031392B
Results of compressivestrength calculations for the Heated Winding
experimentalprogram.
Exp. Donnell
Buck.
Load £
(kN) (%)
222 75
229 76
185 83
185 86
Buck.
Load
(kN)
166
174
153
160
FliJgge
Buck.
Load £
(kN) (%)
220 76
227 77
184 83
183 87
Tsai-Wu
Failure
Load £
(kN) (%)
358 47
364 48
327 47
327 49
7.4 Design Criteria
One of the goals of this research program was to develop design criteria for use
with compressively loaded filament-wound cylinders. Tennyson, Muggeridge, and
Caswell [32] suggest that such design criteria include imperfection sensitivity where the
imperfections are characterized by the root mean square of the imperfection normalized by
the thickness of the cylinder. The analytical work by Tennyson, Muggeridge, and CasweU
[32], Simitses, Shaw, and Sheinman [30], and Sheinman, Shaw, and Simitses [31] show
a decrease in performance with increasing imperfection amplitude for many types of
cylinders. When the experimental results of the present study are plotted in this fashion,
the results follow a similar trend, as shown in Figure 7.18.
As discussed in the preceding sections, the most probable cause for reduced
buckling loads compared to classical-buckling analyses, is geometric imperfections and/or
prebuckling deformations due to the coupled extension, bending, shear, and twisting
stiffnesses. Additional examination of the present experimental results with regard to these
complexities would allow for improved compressive-buckling predictions. Until then, the
design criteria developed by Tennyson, Muggeridge, and Caswell [32] will allow eng.ineers
to design composite cylinders with improved confidence when classical-shell theories are
used as the basis for design.
An important addition to any prediction of the compressive behavior of composite
cylinders can be made by using a strength approach. Classical lamination theory, coupled
with the Tsai-Wu failure criterion, is able to predict compressive failure modes. Results
from the Symmetry of the Laminated-Shell Regions, Cylinder Scale, and In-Plane
Crossover-Band Spacing experimental programs seem to indicate that classical buckling
and strength analyses can also be used to estimate the amount of damage induced in
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Figure 7.18: Accuracy of the buckling-load predictions as a function of the geometric
imperfection amplitude using Fltigge's theory.
cylinders with similar winding sequences: as the predicted compressive strength and
buckling loads approach the same value, the amount of damage induced during buckling
increases.
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8.0 FINITE ELEMENT ANALYSIS
The filament-wound cylinder has a complex pattern of material distribution on the
surface owing to changes in the layup from one triangular laminated shell region to the
next. The presence of helical and circumferential crossover bands further complicate the
material property distribution. These complications, coupled with residual thermal strains,
lead to a highly nonlinear structural response of the filament-wound cylinders to
compressive loads. The nonlinear structural response is not amenable to closed-form
solution methods. Consequently, classical closed formed solutions such as those
discussed in the previous chapter tend to overpredict the buckling load by as much as 175
percent. Hence, the implementation of finite element method was explored to predict the
buckling response of the filament-wound cylinders.
The objectives of the present work were twofold. First, the effect of using
progressively complicated levels of material distribution on the accuracy of buckling
prediction was studied. Second, the importance of residual thermal strains in determining
the buckling response was investigated. The finite element modeling and the results of this
study are discussed below.
8.1 The Finite Element Model
Finite element models were developed and subjected to simulated compression
using ABAQUS ® software. The buckling loads were determined using the eigenvalue
buckling analysis. Each of the 205.74 mm long by 152 mm diameter cylindrical models
employed a single filament-wound layer oriented at +300/-30 °, with the diamond patterns
placed symmetrically about the R-0 midplane (perpendicular to the longitudinal axis of the
cylinder). A FORTRAN preprocessor was written to generate the nodal location and
element connectivity for the various finite element models. At the present time, the
geometric preprocessor is designed to generate cylinder models containing layers with a
helical winding angle of +300/-30 ° . The user can define the cylinder length, radius, material
distribution, element mesh density and the number of repeating diamond patterns around
the circumference. The models employ eight-noded quadrilateral and six-noded triangular
curved shell elements in ABAQUS, designated $8R5 and STRI65 respectively. The
formulation of these elements is based on thin shell theory, with the Kirchoff assumptions
algebraically imposed in the development of the stiffness matrix [33]. A clamped-clamped
boundary condition was used in all the models.
Before running the actual analyses, a mesh convergence study was performed.
Five progressively finer meshes were used to demonstrate convergence of the buckling
load. The details, including the number of nodes and elements, and the buckling loads are
presented in Table 8.1. The convergence of the buckling load is shown in Figure 8.1,
which is a plot of the buckling load versus the mesh density level.
The undeformed models and the mode shapes for the different mesh levels are
shown in Figures 8.2 through 8.6. It can be observed that as the mesh density increases,
the buckling mode shapes tend to exhibit a circular symmetry.
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Table8.1: Details of models used in mesh convergence study.
Mesh Density Number of Number of Buckling
Level Nodes Elements Load
(kN)
3 1752 600 16.03
4 2408 824 15.32
5 3160 1080 14.89
6 4008 1368 14.70
7 4952 1688 14.61
16.;2
16-
15.8-
i 15.6-
15.4-
15,2-
15'-
14.8"
14.6"
14J
Mesh Density Level
Figure 8.1: Convergence of the buckling load.
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Figure 8.4: Model and mode shape with mesh level 5.
I
Figure 8.5: Model and mode shape with mesh level 6.
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Figure8.6: Modelandmodeshapewith meshlevel7.
8.2 Effects of Material Modeling on Buckling Predictions
The effect of elastic couplings was studied using the cylindrical model with four
circumferential repeating units. Three different sets of material constitutive properties
based on the A, B, and D laminate stiffness matrices were analyzed and compared (see
Table 8.2). First, the entire cylinder was modeled using the A, B, and D matrices of a
+300/-30 ° laminate, based on classical lamination theory. In the second material set, the A,
B, and D for alternating +300/-30 ° and -300/+30 ° laminates were used in the two halves of
each diamond repeating pattern. Finally, the modified A, B, and D matrices for the fiber
undulation regions were used in the helical fiber crossover regions. The modified
undulation properties, obtained from the analytical model developed by Jensen and Pai
[17], were used to determine stiffness in the fiber undulation region. For the
circumferential undulation band, the stiffness was obtained by averaging the respective
stiffness terms of the +300/-30 ° and -300/+30 ° undulation region. The undulation properties
were defined in addition to the alternating +300/-30 ° and -300/+30 ° laminate properties in the
interior regions. Here, it is to be noted that the stretching-twisting/bending-shearing
coupling values (B16 and B26) in the helical undulation bands are less than those for the
corresponding flat (antisymmetric) laminates. This decrease is brought about by the
averaging of the properties along the undulation length in the analytical model.
Table 8.2: Material constitutive property sets for the FEM model.
Material
Set
1
2
3
Description
+30/-30 Laminate
Alternating +30/-30 and -30/+30 Laminates
Set 2 with Modified Undulation Properties
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Thestiffnessvaluesobtained for a +300/-30 ° layup in the laminate and undulation
regions using the material properties of Table 3.1 and the Modified Classical Lamination
Theory are summarized in Table 8.3.
Table 8.3: Stiffness of laminate and undulation regions.
Laminate
Stiffness Region
Aij 0VIN/m)
Bij (kN)
Dij (Nm)
34.69 10.51 0.0
8.19 0.0
sym. 11.63
0.0 0.0 1.817
0.0 0.663
sym. 0.0
0.535 0.162 0.0
0.127 0.0
sym. 0.179
Undulation
Region
34.29 10.39 -0.182
8.15 -0.070
sym. 11.50
-0.024 -0.009 1.148
-0.004 0.419
sym. -0.007
0.532 0.161 -0.098
0.127 -0.036
sym. 0.178
The buckling loads for each of the three different material data sets axe summarized
in Table 8.4. It can be observed that the f'mite element model predicts a minimum buckling
load when the stiffness properties of only the +30%30 ° laminate are included. It is
interesting to note that the buckling load predicted using material set 2 (alternating +300/-30 °
and -300/+30 ° laminate properties) is lower than that predicted using material set 3
(alternating +300/-30 ° and -300/+30 ° laminate properties plus the modified undulation
properties) is used. This implies that the stretching-twisting/bending-sheafing couplings
(B16 and B26) in an antisymmetric laminate tend to decrease the buckling load to a greater
extent than the other coupling terms introduced by the fiber undulations. The buckling
modes do not show any significant difference when the material sets are altered. The
models and the mode shapes for Material Sets 1 and 3 are shown in Figures 8.7 and 8.8
respectively.
Table 8.4: Buckling Loads for Different Material Properties
Material Buckling Load
(kN)
1 13.7
2 14.1
3 14.6
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Figure8.7: Buckling mode shape for Material Set 1.
Figure 8.8: Buckling mode shape for Material Set 3.
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8.3 Effects of Residual Thermal Strains on Buckling Predictions
The effect of residual thermal strains on the eigenvalue buckling analysis of the
filament-wound cylinders was also studied. The thermal deformation incurred when the
cured cylinder was cooled from the stress free temperature (121°C) to room temperature
(21°C) was considered as an initial imperfection in the global geometry of the otherwise
perfectly cylindrical shell during the eigenvalue analysis. The analysis was carried out in a
two-step process. First, a thermal load was applied to the cylinder with four diamond
patterns around the circumference. The model was defined using Material Set 3 and Mesh
Level 6. Next, the thermally deformed cylinder shape was subjected to an eigenvalue
buckling analysis. The thermal deformations are depicted in Figure 8.9. In the figure, the
deformations are magnified five times the actual values. The maximum deformation of the
shell was about 0.96 mm or approximately 2.25 times the average shell thickness. This
value compares very well with experimentally observed geometric eccentricities of about
2.5 times the average shell thickness, discussed in Chapter 5. As seen in Figure 8.9, the
residual stresses induce a quadrilateral shape to the cross section at the two ends. The
quadrilaterals are out of phase by an angle of 45 °. The midplane cross section (in the
circumferential undulation band) is circular. This is the general pattern of deformation
observed in the thin shell cylinders studied in the present work.
Figure 8.9: Thermally deformed shape of the cylinder.
The mode shape obtained from the eigenvalue buckling analysis of the thermally
deformed cylinder is shown in Figure 8.10. The buckling load predicted by this two-step
process was 5470 N which is within 5% of the experimentally observed value of 5720N
(cylinder 030692A). Also, the mode shape shows vertical ridges, which have a very slight
helical slant. This shape is much closer to experimentally observed modes when compared
to the "crunched cylinder" shape predicted by the buckling analysis of cylinders with
perfectly circular cross sections (Figures 8.7 and 8.8).
Hence, it can be concluded that the thermal deformations play a very significant role
in determining the buckling loads and mode shapes of thin-shell f'tlament-wound cylinders.
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Figure8.10: Bucklingmodeshapeof thermallydeformedcylinder.
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9.0 CONCLUSIONS
The goal of the present research program was to improve the compressive buckling
behavior of thin filament-wound cylinders by relating the manufacturing procedures to the
quality and the compressive performance of the structure. Classical lamination theory for
composites cannot predict the existence of all the stiffness couplings present in the
undulation region. Modified classical lamination theories, which take into account the
geometric eccentricity of the fibers in the undulation regions are required for an accurate
material representation of the undulation. Even in modified lamination theories, the
stiffness values are strongly dependent on the unit cell dimensions chosen to represent the
undulation. Finite element modeling of the undulations confirms the drop in in-plane
stiffness of the undulation region. Experimental results correlate quite well with analytical
predictions regarding the decrease in the longitudinal stiffness in the undulation region. In
general, the stiffness along the fiber undulation in the helical undulation band decreased by
about 20%. The circumferential undulation band showed the maximum decrease in
stiffness, by as much as 50%. The finite element analysis and experiments showed that the
undulation regions initiated failure due to stress concentrations and microstructural defects.
During this investigation, winding and curing procedures have been develop.ed
which are capable of consistently producing high quality filament-wound cylinders using
prepreg tows. With the use of simple mathematical relationships, the winding parameters
can be related to the circumferential crossover-band spacing, number of diamond-shaped
laminated-shell regions, and the amount of waste. The best manufacturing technique for
thin multi-layered cylinders wound with prepreg tows is to wind at an elevated temperature
and cure with high-temperature shrink tape. This technique promotes resin flow and
improves consolidation resulting in nearly void free material without layer wrinkling or
fiber waviness.
The quality of filament-wound cylinders determined by visual examination of the
interior and exterior surfaces, is dependent on the accuracy of the rotation of the payout eye
during winding, room humidity, winding temperature, and uniformity of the cure
materials. Winding pattern and angle do not affect the visual quality of the cylinder.
Microscopically, imperfections in the thickness are typically caused by tow twisting and
nonuniform layers of shrink tape: The magnitude of these imperfections is typically less
dramatic than the overlapping of prepreg layers which was observed by
Chryssanthopoulos, Giavotto, and Poggi [22].
The quality parameter most often discussed in the literature with regard to
compressive stability is the magnitude of the initial geometric imperfections. Global
geometric imperfections in composite cylinders are caused by thermal residual stresses and
deformations induced by attaching the loading fixtures to the cylinder. The magnitude of
these imperfections is significant (often several times the thickness) in the thinner
specimens; whereas, the increased stiffness of multi-layered cylinders reduces the
magnitude of these imperfections. In general, filament-wound cylinders can be
manufactured with the same or better level of quality obtained with cylinders manufactured
from prepreg plies although the initial shape may be different.
The compressive performance of filament-wound cylinders is strongly influenced
by the manufacturing procedures and quality level. The fiber microstructure within the
crossover bands influences the location of postbuckling deformations and is the most
common site of fracture. Small diameter [+30 ° ] cylinders with various crossover-band
spacings buckled with the same mode where the edges of the diamond-shaped buckled
regions were parallel to, but slighdy displaced from, the helical-crossover bands. Unlike
the buckled shape, the stiffness of the cylinder and the buckling stress are not influenced by
the crossover-band spacing. Although the mandrel material may affect the residual stress
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levelwithin thecompositematerial,theeffectson the geometric imperfections and buckling
load could not be observed in the [+30], 57-ram diameter specimens.
Laminated-shell regions within the winding pattern influence the prebuckling
deformations through extension-bending coupling of the laminate. Significant gradients of
the compression and bending strains are induced in helically-wound layers due to the
presence of the helical and circumferential-crossover bands. These deformations can be
measured with the use of strain gages and transversely mounted LVDTs. These techniques
demonstrated that the prebuckled shape of the cylinder often differed dramatically from the
postbuckled shape although the prebuckled deformations were very small.
One of the most influential effects on the compressive performance of filament-
wound cylinders is the scale of the structure. Specimens examined in this study had a
nominal length-to-radius ratio of 3 and radius-to-thickness ratios of 160, 86, 60, and 18.
Single-layered specimens with radius-to-thickness ratios of 160 and 60 exhibited very
stable postbuckling behavior. Less stable behavior was observed for specimens with
radius-to-thickness ratios of 86. Multi-layered specimens with radius-to-thickness ratios of
60 failed by buckling induced fracture. Filament-wound cylinders with radius-to-thickness
ratios of 18 did not exhibit buckling instabilities; rather, these specimens failed because the
strength of the material was exceeded.
Multiple buckling of specimens which exhibit a stable postbuckling behavior cause
changes in the compressive response of filament-wound cylinders. The fh'st cycle results
in the most acoustic emission and the largest buckling load, stiffness, and end-shortening
displacement at buckling. During the next several cycles, the mechanical performance is
degraded by an amount which depends on the degree of postbuckling induced damage.
After the first few cycles, no further degradation in performance is observed. Greatly
reduced acoustic emission activity also indicates cessation of the damage induced by
buckling.
The effects of extension-bending coupling were investigated with the use of
symmetric and antisymmetric cylinders wound with +30 ° layers. Compared to classical
laminated-shell stability theories, a degradation of 10 percent of the compressive buckling
load was caused by initial geometric imperfections and non-membrane prebuckling
deformations; an additional 10 percent degradation can be attributed to the material coupling
behavior. The sequence of the wound layers also affects the compressive performance
through a combination of prebuckling deformation, geometric imperfection sensitivity, and
extent of damage.
The placement of crossover bands through the thickness of a filament-wound
cylinder can dramatically affect its compressive performance. By changing the location of
the crossover bands, either by altering the position of each layer or by changing the
crossover-band spacing, the winding sequence can be changed from antisymmetric
everywhere in the case of stacked crossover bands, to combinations of symmetric and
antisymmetric with the other winding patterns. The buckling load was increased by 20
percent simply by changing the winding pattern from one containing stacked crossover
bands to a configuration consisting of wide and narrow crossover-band spacings. The
location of final fracture is also influenced by the through-the-thickness crossover-band
spacing. Stacked configurations fracture directly on top of a circumferential-crossover
band while alternating the crossover bands require the fracture to propagate between the
bands, thereby increasing the crack length.
Elevated-temperature winding can improve the compressive response of filament-
wound cylinders produced with prepreg tows. The reduced void content was responsible
for a lack of prebuckling damage observed acoustically. Improvements in the accuracy of
the classical laminated-shell theories were also observed and were probably caused by
improvements in the material properties.
When the experimentally determined failure loads were compared to classical
buckling theories and the Tsai-Wu failure criterion, the compressive failure mode was
accurately determined. When the predicted buckling load is much smaller than the
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predictedstrength,thecylinder will buckleandpostbucklein a stablefashionwith little
damage.As thedifferencebetweenthepredictionsbecomesmaller,theamountof damage
associatedwith buckling becomeslargeruntil postbucklingdeformationsareno longer
visible andthe cylinder fracturesat the buckling load. The amountof damageinduced
duringbucklingis dependenton thewindingsequence.Whenthepredictedbuckling load
exceedstheultimatestrength,thenthecylindersfail in compressionwithoutbuckling.
Finite elementmodelsof the cylinders areusedto studythe effect of material
propertydefinition andresidualstrainson theaccuracyof bucklingprediction. Thefinite
element models which use the stiffness material properties derived using classical
lamination theoryshow betteragreementwith experimentalresultsthan when stiffness
coupling anddiscontinuousmaterialdistribution in thematerialsareusedin the simple
eigenvaluebuckling analysis.Sophisticationlevelsin thematerialpropertydefinition do
not seemto havemuchimpacton the buckling loadprovidedby aneigenvalueanalysis.
However,thesophisticationin thematerialdefinitionin thefilament-woundcylindermodel
will gainsignificancein geometricallynonlinearlargedisplacementanalyses.The simple
eigenvalue buckling analysis of a geometrically perfect filament-wound cylinder
overpredictedthebucklingloadby about175percentof thevalueobservedexperimentally.
However,whenimperfectionsin thecylindersdueto residualstrainsareincludedin the
model for the buckling analysis,the predictedbuckling load is within 5 percentof the
experimentallyobservedvalue. This demonstratestheof thebucklinganalysisisrelatively
moresensitiveto geometricimperfectionsthanmaterialcoupling in the fiber undulation
regions.
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Modifications are recommended to the experimental procedures to improve the
measurement of geometric imperfections prior to loading. A device which incorporates
stepper motors and linear bearings to accurately position the LVDT, similar to the one
developed by Tennyson, Muggeridge, and Caswell [34], would allow improved accuracy
of the initial geometric imperfection measurements. This system could also be fabricated to
measure the prebuckling and postbuckling deformations on the outside surface of the
cylinder while it is loaded, similar to the work performed by Yamaki [35] with isotropic
cylinders. Additional techniques might be used to characterize the out-of-plane
displacements in the prebuckling and postbuckling regimes including: multiple stationary
LVDTs, moir6 techniques similar to Krishnakumar and Foster [36], and holography.
Experimental investigations of cylinders with different length-to-radius and radius-to-
thickness ratios would yield additional insight into the phenomenon of scaling.
Further development of the analytical methods would yield important insight into
the influence of initial geometric imperfections and non-membrane prebuckling behavior.
Further correlation with carefully documented experiments is needed to validate future
analytical studies. Any future analysis should include prebuckling deformations, geometric
imperfections of the type actually observed in filament-wound cylinders, and the actual
properties of the material within the crossover bands. A strength analysis coupled to the
stability analysis could provide important insight into the failure progression of filament-
wound cylinders when the buckling and compressive failure loads are similar.
The present results from the finite element analysis of the filament wound cylinders
hint at their complex nonlinear response to applied loads. A significant amount of research
has to be done in order to gain more confidence in predicting the structural response of
these structures. In particular, the finite element modeling technique should be verified for
various configurations of filament-wound cylinders, the variables being the winding
sequence, the winding patterns, and dimensions. A robust structural response prediction
capability can be used to further explore scaling effects and design optimization of these
structures. The sophistication in defining material properties did not prove to be very
significant in improving the accuracy of the eigenvalue buckling prediction of a perfect
filament-wound cylinder. However, in the case of large deformation analysis, where the
deformation state of the filament-wound cylinder at any instant of time is dependent on the
previous state, the sophistication in the material definition might prove to be very
significant. The effect of accuracy in material description in the case of nonlinear large
deformation analysis has to be explored. Finally, the effects of residual thermal
deformations and imperfections introduced during the manufacture should be quantified
and incorporated into the finite element analysis for a more accurate prediction of the
structural response of a filament-wound cylinder in compression.
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